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The small radial 
for high output 


This Asquith NSR Radial Drill- 
ing Machine is drilling, counter- 
sinking and tapping gearcase 
extensions in the mass-pro- 
duction lines of a large motor 
factory. The Asquith Tapping 
Unit, which prevents tap break- 
age and thread stripping, is 
shown in operation. 

Write for details of this high- 
quality small Asquith Radial 
—a robust machine for quan- 
tity production and versatile 
for general engineering shops. 


WILLIAM ASQUITH LTD. 


HALIFAX ° ENGLAND 


Sales & Service for... DRUMMON D-ASQUITH . « « the British Isles 


DRUMMOND-ASQUITH (SALES) LTD., KING EDWARD HOUSE, NEW ST., BIRMINGHAM 


‘Phone: Midland 3431 (7 lines) "Grams: Maxishape,B'ham. Also at LONDON: Phone: Trafalgar 7224 (Slines) and GLASGOW: ‘Phone: Central 34/4 
A248 
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CHARGE SHEET 


wasting time by 
grinding cutter inefficiently 


The best of machine tools give only mediocre 
results when cutters are poorly sharpened. 
Have you considered the advantages of the 


CINCINNATI 


CUTTER GRINDER 


for efficient grinding of facemilis, 
slab-mills, end-mills, form-milling 
cutters, gear hobs, reamers, taps, 
die-sinking cutters, lathe tools ? 


Work height is fixed . . . the table rolls on 
gtinding wheel spindle runs on anti-friction 
bearings contained in a cartridge . . . 
table ways and spindle unit replaceable at 
small expense . . . duplicate controls offer 
choice of four operating positions . . . 

a full range of attachments available 

for internal and external cylindrical, surface, 
and corner radius: grinding. 


Swing over table 





Length between tailstocks 30" 
Face mills on workhead 18” dia.t 


Longitudinal table 
movement 


* Using raising blocks 


t Using face mill grinding attachment 
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You can now cut @ll automotice* spiral bevel 
on one machine 


and 


You can rough and finish both gears and 
pinions on either the new No. 108 or No 
118 Hypoid Generator and four cutting 
methods are available to meet your pro- 
duction requirements 


hypoid 


Cutting prototypes and small lots 

To cut small numbers of gears and pinions 
accurately and economically, you can use the 
Unitool Method A single cutter roughs and 
finishes both members and covers a wide 
range of work with simple calculations 


For full production—three methods. 


Cyclex Method: 


Non-generated ring gears are both 
roughed and finished from the solid blank 
in one Cyciex operation. This is the fastest 
method available for producing good quality 
spiral bevel and hypoid gears 


FULL DETAILS FROM 
MACHINE TOOL DEPT. 


ALPERTON 


gears 


Single Cycle Method: 


Non-generated gears are first roughed out; 
then on the same machine one cutting 
revolution of the Single-Cycle cutter finishes 
each tooth. This method assures even dis- 
tribution of cutter chip load and exact 
repetition of tooth shape with the finest 
surface finish This method is four to five 
times faster than finishing by generation 


Standard Generating Method: 


In separate roughing and finishing opera- 
tions you can rough out and complete spiral 
bevel and hypoid gears In using this 
method both the gear and pinion are 
generated and a wide range of work can be 
accommodated. 

Such versatility alone can reduce the unit 
cost of your gear and pinion production 


Add to this the low initial investment of the 
machines themselves and you've found new 
economy in gear manufacturing 

Spiral bevel and hypoid gears up to 8fin. 
in diameter and up to 4D.P. are accommo- 
dated on the No. 108 and up to [5in. dia- 
meter and 2 D.P. on the No. 118 Hypoid 
Generator 


GLEASON WORKS 
Builders of Bevel Gear Machinery 
for over ninety years 
1000 University Avenue 
Rochester 3, New York 
* Other bevel gears with ratios of 24 to 
| or higher, such as used in tractors, earth 


moving equipment, etc., can be cut by these 
same methods 


Sole agents in the British Isles for the 


GLEASON WORKS 


BUILDERS OF BEVEL GEAR MACHINERY FOR OVER 90 YEARS 


BUCK & HICKMAN LTD 


BRANCHES - 


BIRMINGHAM - 


MACHINE TOOLS - OTTERSPOOL WAY - WATFORD BY-PASS - HERTS. 
HEAD OFFICE - P.O. BOX 74 - WHITECHAPEL ROAD - LONDON E.! 
GLASGOW 
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SCHARMAN N 


PRECISION BORING AND MILLING MACHINE 





FITTED WITH (©)? 1/(|\C/\[_| MEASURING DEVICE 




















MODEL F B 100 


Model FB 100, having a 4in. diameter 
boring spindle, can be fitted with optical 
measuring equipment; precision engraved 
glass scales enable direct positional 
readings to be made to the accuracy 
of 0:0004in. or less. 


cHARLES CHURCHILL « cottmireo 


COVENTRY ROAD SOUTH YAROLEY BIRMINGHAM 25 


BRANCHES LONDON GLASGOW NEWCASTLE MANCHESTER 
FF 
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BENC 
BACKSTawp 


THE WORLDS FINEST POLISHING SHOP EQUIPMENT ‘ 





B. O. MORRIS LTD. 
MORRISFLEX WORKS, BRITON ROAD, 
COVENTRY. 


Telephone: COVENTRY 508! Telegrams: MORRISFLEX - COVENTRY 


When answering advertisements kindly mention MACHINERY 
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Monks & Crane Ltd 


Y) 
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wee) looking at 
r me !... 


ASK *“*MR. MAC”? ABOUT BRIGHT STEEL 


It may be something of a dog’s life 

humping steel about, but it is our 
business ... We have over 5,000 tons 
of Bright Drawn and Hot Rolled 
Carbon and Ailoy Steel Bars to 
allthe main E.N. Specifications 






to Meet your requirements 
Our premises are special- 
ly designed for the 
Storage of steel and 
% the latest handling 
aa equipment en- 
sures that material is delivered in “* Mint” condition. Yes, 
when it’s a question of steel it pays to ask * Mr. Mac” first. 


MACREADY’S FOR BRIGHT AND ALLOY STEEL 


BEAD 
/ 5. Mell “bo. La. 


USASPEAD CORNER, PENTONVILLE ROAD, LONDON, N./ 
Telephone: TERminus 7060 (20 lines). Telegrams: Usaspead, London, Telex. Telex No. 22788 
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4 


FOR YOUR 





APPRENTICE 
5), TRAINING 
/ SCHOOL 


paxre 


re 
“ 


beox-FeeP MODEL ‘A’ LATHE 


This Boxford screwcutting @ Height of centres 44in. 
lathe has a Timken bearing 

spindle, 16 speeds, quick change @ Number of speeds 16 
gearbox, fully automatic 
apron and double vee location 
for the saddle. 


@ Between centres  22in. 


Boxford Lathes are ideal for 
@ Range of speeds 
teaching the finer points of 40-1,300 r.p.m. 
* Write for fully centre lathe practice. 


detailed leaflet TODAY ! 
DENFORDS ENGINEERING CO. LTD. HECKMONDWIKE YORKS. 
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Iilustrated is one of a range of robust re- 
duction gear units manufactured by us at 
Newbury. Capable of transmitting powers 

Single reduction fan-cooled Worm up to 120 h.p., this type of unit has proved 
Gear Ont. Type SUH to be ideal in iron and steel manufacture, 
mining, chemical engineering, paper 
making, textiles and wherever power 
transmission is employed. 

We manufacture reduction gear units for 
so many applications it would be difficult 
to enumerate them in this advertisement, 
but we will be pleased to send you parti- 
culars on request. 

We will gladly design and produce reduc- 
tion gear units to your individual require- 
ts — your enquiries will be welcomed 
ewburv 













OPPERMAN GEARS LTD NEWBURY, BERKSHIRE 


~ 


6. Se 


e HW Post your en 





Telephone: NEWBURY 1701 Telegrams: OPPIGEARS, NEWBURY 
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(DG) HYDRAULIC COPYING ATTACHMENT 





‘iS fitted hete on the 21 swing engine bathe 


LEAFLET 
AVAILABLE 
OW REQUEST 


ncaa 2 DESCRIPTIVE 
7 C.: 7 








13-30 SWING ENGINE LATHES SURFACING & BORING LATHES igele}S tele) Me ae.12) 
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PEARSON MMANKE LTD 


1-3 HALE GROVE GARDENS - MILL HILL - LONDON - N.W.7 
Telephone: MILL HILL 3232 (P.B.X.) 
Telex 23273 


The most modern machine tools for Sheet Metal Working 





When answering advertisements kindly mention MACHINERY. 
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Iwo opposite faces ground 
concenttte SUMNUMANCOUSY 
Yo within 0-0005” 





DUPLEX 
SURFACE GRINDERS oe gh ig 


GRINDERS would slash production costs. 


OUR TECHNICAL REPRESENTATIVES ARE READY, 
Ends of universal joint spiders ground at rates of up ABLE AND WILLING TO CO-OPERATE WITH YOU. 


to 1,600 pairs of ends per hour, depending on size. 2 me me RON oe me oe Oe me Oe me oe em om BE Be On ae 


: 
F.E.ROWLAND —CrE 
: 
i 
# 


Faces are held square to axis within 0-0005in. : 
a 
Concentricity with locating axis within 0-0005in. s &CO.LTD. eed 
§ 
& 
: 


HEROIC, REDDISH 


REDDISH + STOCKPORT - ENGLAND 


Uniformity maintained within 0-001 5in. 


These high production machines have been supplied to manu- SOLE EXPORT AGENTS: 
facturers both at home and abroad: the 30in. machine for large DRUMMOND ASQUITH (SALES) LTD. 


joints and the 20in. model for the smaller joints. Halifax House, Strand, London, W.C.2. Tel: Trafalgar 7224 


When answering advertisements kindly mention MACHINERY. 
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FREDK. POLLARD & CO. LTD 
CORONA WORKS, LEICESTER, ENGLAND 
TEL: LEICESTER 67354 (5 LINES) 





COASTAL CHAMBERS, 15, ELIZABETH ST., BUCKINGHAM PALACE RD., S.W.1! 
TEL: SLOANE 8880 


When answering advertisements kindly mention MACHINERY 
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you prod 


i 


VECL wire... SAVE, EVEN ON SMALL BATCHES 


The ‘‘first off’ can be produced on this HARRISON 
Lathe and then copied the required number of 
times; even on small quantities considerable savings 


can be made. 

o r r j S 0 n PRICE Where small! or large quantities 
are needed, we shal! be pleased 
to submit estimated times if 
you will send us your drawings 
and specification of the material 
to be machined. 

C 0 p Y | N G L A T by 7 Send for fully detailed leaflet TODAY! 


T. S. HARRISON & SONS LIMITED HECKMONDWIKE YORKS 
When answering advertisements kindly mention MACHINERY 
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Church 





wire laullll 





‘OSB’ 


HORIZONTAL SPINDLE 


Easy and simple operation. 

SURFACE GRINDING MACHINE Built-in motor drive to grinding wheel spindle. Motorised 

. ; ' : automatic pump lubricating system and simple bearin 
This machine is designed for work assembly Po 2 high sidies spindle nails of . 
requiring extremely accurate and grinding cuts. 
highly finished flat surfaces. Besides Variable hydraulic cross feed to wheel. Pre-set automatic 
being ideal for toolroom work and cut-out and automatic reverse. 
for die grinding, the Model ‘OSB’ Fine and coarse vertical feed. 
can be used to advantage in the Massive cross slide underneath wheelhead column gives 
production line. High rates of output large area of support and maximum stability. 
are obtainable. Built in three sizes Hydraulic table traverse up to 90 feet per minute. Hand 
with work tables 30in. by 10in., 42in. traverse interlocked with hydraulic control. 
by !0in. and 60in. by I0in. Permanently protected precision ground table slideways. 


Table traverse ways, wheelhead cross slideway and cross 
feed gears and bearings automatically lubricated from oil 
supply independent of hydraulic system. 


THE CHURCHILL MACHINE TOOL CO. LTD. BROADHEATH, NR. MANCHESTER. 





Telephone: Altrincham 3262. Telegrams : Churchale, Manchester 
Export Sales Organisation ASSOCIATED BRITISH MACHINE TOOL MAKERS LTD. 

LONDON, BRANCHES AND AGENTS. 

Home Selling Agents: CHARLES CHURCHILL & CO. LTD., BIRMINGHAM AND 

BRANCHES. 


PRECISION plus PRODUCTION 


C 662 
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SOMUA 
iy Madd 


MILLING 
MACHINES 


Model ‘Zi’ 
Milling 45-ton 
Steel. 

2in. dia. end 
mill. 

IZin. per min. 
feed. 

lin. depth of 
cut. 


900 ae 2” 


xo, Se! = MILLING 
cinder heads ag MACHINES 

: INSTALLED 
on SINCE THEIR 
a i INTRODUCTION 
casreccing (iy), 3 YEARS AGO 


control. 





TABLE TRAVEL 


SIZE 
Transverse Vertical 


’ ’ 47hin. by tliin 9din 1Sdin 
Model ‘ Z3’ ‘. } = 63in. by i4tin in 12}in. 17hin. 
Climb milling. 











Sole agents 


MACHINE TOOL SALES “x 


79 PORTLAND PLACE, LONDON, W.1 
Telephone : LANgham 7703 Cables: TILASH, LONDON 


When answering advertisements kindly mention MACHINERY. 
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Automatic correction of taper, ovality and 
errors of surface finish, elimination of loss on 
scrap components and consistent accuracy of 
finish—these are only a few of the advantages 
that Delapena equipment offers. Give us 4 ring 
and we'll tell you anything you want to know, 
and give you the benefit of some sound advice 
on honing applied to YOUR particular needs. 
it will pay you to ask us about honing—we are 


the experts! 





~ When honing 
is called for 
ring 

Cheltenham 56341 


for advice 
| on the equipn 
| you need 


a 
J 








wed 
Se 
2 - 
ase send gow 


nel 


St 8 





Vertical Honing Machines 
for bores from 375” to 10 
internal diameter and up 
tn 38” in length 





Horizontal Honing Machines 
for bores from -120° to 3125 
| internal diameter and up 


| 
precision honing 
machines & equipment 





recto satbneatcaly & oues LIMITED 


| 

Manufacts 
|p 
| 


ZONA WORKS - . CHELTENHAM » ENGLAND 
Telephone: CHELTENHAM 56341 
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MAXIMUM 


COMBINATION 


TURRET LATHES 


Reproduced by courtesy of R. H. Neal Ltd., 
Grantham, these photographs show a 
Ward No. 10 Combination Turret Lathe and the Neal 
crane link housing produced on it. This machine 
carries out 17 operations at exceptionally short floor-to-floor 
times. 
Our complete range includes Capstan 
and Turret Lathes with capacities up 
to 35 in. swing over bed and 84 in. 
diameter hole through spindle. 





Please write for details. 


H. W. WARD & CO., LTD. 
SELLY OAK, BIRMINGHAM, 29. TELEPHONE: SELLY OAK 1131 


W613 
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Unitrace Profiling 
Lathe 


y, 

; | TURNING STANDARD SLIDING 
PROFILING} BORING + 4 SURFACING & SCREWCUTTING 
SURFACING LATHE ALL IN ONE MACHINE 





ine LANG & SONS LTD. 
JOHNSTONE RENFREWS HIRE SCOTLAND 


e4 Telegr om 














MACHINERY 
JAN. 17, 1953 19 


56 years of manufacturing “Know How” 
ensures the quality, accuracy and long life 
which defeats the copyists. 


Coventry dies for 4" tod” d : 
are now supplied in.tran 


boxes for complete té iT 
pa i anid 
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BEARINGS 
AND 
BEARING HEADS 


are specifically designed for use in 
Machine Tools, being of unique construc- 
tion incorporating three rows of balls. 
The two rows of load-carrying balls 
provide a high load capacity both radial 
and thrust, and the third row together 
with a retaining ring forms a pre-loaded 
rolling spacer system eliminating all radial 
and axial clearance. 

All these features are incorporated within 


the standard dimensions of a conventional 
single-row ball bearing. 





"UKF" Bearings are available in several 
qualities of rotational accuracy and 
therefore form the basis for an accurate 
and vibration free spindle. 


Details on request. 


Made in Western Germany. 
Sole Agents for the United Kingdom 


ita PRECISION EQUIPMENT LTD 


Desegners é. Upviinafiihe te ts of « Vou coal Vachin ak 
BLETCHLEY: Bucks 
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Fi 





{ complete range of 


NEW & USED 


MACHINE 





Bs zl SY 
aie. bal 


Frome 


As one of the largest Stockists of Machinery and Plant we are in a 
position to submit quotations against all enquiries for new and used 
Machine Tools of all types, Accessories and Engineering Equipment. 
Our Sole Agencies for the U.K. include the following Continental manufacturers:— 
Pegard, Belgium Horizontal Boring Machines, Production Milling 
Machines, Plate Radial Drills. 
Demoor, Belgium Heavy Duty Toolroom Centre Lathes and 
Pneumatic Forging Hammers. 
Imperia, Belgium .. ... Tool & Cutter, Carbide and Universal Grinding 
Machines. 
Jaspar, Belgium ... Bi ; Horizontal, Universal, Vertical and Produc'ion 
Milling Machines. 
Gambin, France ... Bi-Rotary Head Universal Milling Machines. 


On request, we shall be pleased to arrange for one of our Technical Representatives 
to call and discuss your requirements in detail. 


A cordial invitation is extended to carry out inspection of our comprehensive stocks at:— 


SONS AND COMPANY LIMITED 


23/25, SUNBEAM ROAD, STANNINGLEY Nr. LEEDS 
LONDON, N.W.10. 
‘Phone: Elgar 7222/7 Pudsey 2241 
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TYPE 616 


9m PLUG-IN STARTER 
> 





THE MIMD CIT: 











... the front-connected 
block contactor and 
overload relay are 
mounted on a moulded panel 
having plug-in isolating contacts secured to its 
underside. Withdrawal entails no more than 
releasing a retaining clip; no tools required; no 
trailing cables to disconnect. The 616 starter is 
ideal for applications demanding continuous run- 
ning. Suitable for 3-phase squirrel cage motors 
up to 74 H.P. 550 V. Full details in Leaflet 1800. 


BROOKHIRST SWITCHGEAR LIMITED NORTHGATE WORKS CHESTER 


a  §8§=4 METAL INDUSTRIES GROUP COMPANY 





CVS-52 
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AERO ENGINE WORKS 
AIRCRAFT CONSTRUCTORS 
BALL BEARING 
MANUFACTURERS 
DIE & TOOL MAKERS 
ELECTRIC MOTOR BUILDERS 
GENERAL & HYDRAULIC 
ENGINEERING 
COMPANIES 
MARINE ENGINEERING 
SHOPS 
SHIPBUILDING INDUSTRIES 


EARLY DELIVERY FOR 
45", 60" and 140" 
SWING SIZES 


@ FOR HEAVY HIGH SPEED PRODUCTION 
Full range of types and sizes—from 45" to 316" swing. Full details from:— 

oy \CHraiimccemarm me) jele) 

%. Seen 


LAMBETH 
SOTOOLSAG, LONDON, S.E.11 


GRAMS 


JUXON STREET 
RELIANCE 720) 


PHONE 
answering advertisements kindly mention MACHINERY. 
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Are you making the most of 
LOW-PRESSURE HYDRAULICS? 
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1 | | / EFtirst 
in 

| Fluid 
Power 





























Wt | 


| 





















































Wherever steady, controlled movement is required oil-hydraulics really 
come into their own. 

Most hydraulic equipment, however, is designed and built primarily for 
high-pressure operation. When used for low-pressure applications it 
runs at a fraction of capacity and it would therefore be far cheaper to 
design and build hydraulic equipment specially for low-pressure operation. 
The new range of Baldwin low-pressure hydraulics meets this need. 
Right from the drawing-board stage this equipment keeps one aim in 
view—RELIABILITY. Polished hard-chrome plated cylinder bores 

and piston rods; self-adjusting oil, and water resistant seals; rugged 
malleable cast iron and steel construction, completely rust and corrosion 
proof inside and out; built-in cushioning to absorb the shock of heavy 
loads moving at high speeds, and many other quality design features 
ensure absolute efficiency even under the most arduous conditions. 

Unit construction enables Baldwin to offer 432 standard types of 
cylinder with 6 bore sizes and 8 standard mountings. 

Ask any discriminating buyer, he will tell you that it pays to 

specify Baldwin low-pressure hydraulics. 








FLUID \ BALDWIN FLUID POWER Write now for your 





Fluid Power Bro- 
__4 chure Y-503 it gives 
compiete  informa- 
tion on the entire 
range of Baldwin 
cylinders, vaives 


POWEF Yj BALDWIN copy of this new 


riuie rower 








BALDWIN INSTRUMENT COMPANY LIMITED 4 Se iecie et ie. 
DARTFORD - KENT : DARTFORD 2948 One of the Harper Group of Companies ogee gs draulic use as 
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ahead with 
wer machining tim 


Saving time .. . automatic sequence. The 
heads are slide-mounted horizontally, vertically, 
or at angles, on a wide range of standard columns 
and bases, which, with rotary tables and other 
equipment, ensure that your requirements are 


normally met ex stock. 


Sentines machine tools incorporating the 


Renault - France system electro-mechanical heads 





Sentinel Unit Machines are built up from standard bases (with enclosed switchgear) and rotary 
tables, all of which have machined mating faces for assembly into varied combinations of units 


2 ¥) waa 
SENTINEL (SHREWSBURY) LTD SHREWSBURY ENGLAND .,.-.. 


Telephone: SHREWSBURY 1611 Telegrams: “SEMTMOLL SHREWSBURY” Lenden Office: 60 BUCKINGHAM PALACE ROAD (LONDON 5.W i 


When answering advertisements kindly mention MACHINERY. 
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UNIVERSAL 
HYDRAULIC 


DUPLICATING 
ATTACHMENT 


A COMPLETE PORTABLE 
UNIT EASILY FITTED TO 
ANY STANDARD MACHINE 
TOOL 





Jie” features illustrated above are the subject 
matter of one or more of several patents. Can be fitted to 


HYPROFILE 


The ‘Hyprofile’ Rotary Table Copy Milling 
Equipment fitted to a standard Milling Machine and 


Centre Lathes 


Vertical Borers 





Shaping Machines 
Planing Machines 
Vertical & Horizontal 
producing Steel Dies from Plaster Masters fully Milling. Machines 
automatic in operation. for profiling & three- 


dimensional milling 


*Hyprofile' Equipment is available for a wide 


variety of Automatic Milling work from three- 


dimensional Masters or two-dimensional Profiling. PROVED ON 


Descriptive Catalogue supplied on application PRODUCTION 
ARMYTAGE (TOOLS) LTD “" “Semenesan 


When answering advertisements kindly mention MACHINERY. 


Announcing be 
NEW 


ia 
, 


COST «gly 
CUTTING eae 


MACHINE espa 


AN ELECTRONIC ARMATURE 
UNDERCUTTING MACHINE 


by E.M.I. 


This electronically controlled armature 
undercutting machine is completely auto- 
matic and simple to operate. 


j 


* Automatic alignment of slot with cutter to 
within 0.002 in. 


*% Operating time cycle 1 second per slot 
* Automatic counting 
#%& Quick release loading and unloading system 


For armatures of the following sizes: 


COMMUTATOR Diameter 0.5 -2 in. 
Length 0.25-2.25 in. 

ROTOR Maximum diameter 4 in. 
Maximum length 9 in. 
Maximum weight 25 Ib. 
Number of slots 9-125 


Other E.M.I. equipment designed for the needs of the Electric Motor manufacturer, include: 
Automatic Armature Tester - Dynamic Balancing Machine - High Power Stroboscopes 


If you would like further information, please telephone or write to: 


E.M.l. ELECTRONICS LTD. 


INSTRUMENT DIVISION - HAYES + MIDDLESEX + Telephone: SOUthall 2468 Exts. 1071 & 655 





When answering advertisements kindly mention MACHINERY. 








Pa o”% WV, 


28 MACHINERY January 17, 1958 
e RX 


TET ca ae 
e 6 . xox ' er . . K 
POOR pi <. 
Osa a | " 
POO ¥ ae Ye a 
Pe \* ws 


- ee 
aA P— 


a 


~, 








\ 
ssa 


PARE RET LTT ETON ere 
ERE PELE RELI ITITh tte < 
é € 2 a 3 OOOOH HHH Herries OC 
poveeerenime 5 
eooreerr paqntt 
: ares 


¢¢ 
sf 
4? 





Maximum output calls for screens that are tough enough 
to withstand long periods of gruelling service, and so 
reduce to a minimum delays for repair or replacement. 
In fact maximum output calls for 


“HARCO’ PERFORATED METAL CO DEE NS 
AND WIREWORK 
Please ask for Catalogues Nos. Supplied as flat or curved plates, or as complete screens 


MN858 and MN926 to specification, in a wide range of gauge, mesh and 
pattern for every screening, sorting or sizin requirement. 


G. A. HARVEY & CO. (LONDON) LTD 
Woolwich Road, London, S.E.7. GREenwich 3232 (22 lines) 
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It’s the Spunchilled 
; bore that counts 


>. 


FOR HIGH CLASS BEARING BUSHES 


Holfos Spuncast Bronze tubes possess the addi- 
tional qualities which make all the difference 
between something ordinary and something good. 


The absence of sand in association with the chilling 
of the bore by special process means that the 
inside of the tube is clean, true and sound. 


: 


1 FOR THE Se §6ensures accuracy, concentricity and a good surface 
finish on both the inside and outside diameters 
of Holfos tubes. 


ig —4. Wethiae The whole process of Holfos Spuncast production 


F~ CHILLED 
INTERNALLY These qualities give you the very practical advan- 
tage of saving your costs by reduced machining 
allowances. 


SPUNCAST 


JOHN HOLROYD &CO..LTD. HOLFOS WORKS. ROCHDALE. LANCS. 


We supply the machined bushes or the tubing only .. .PLEASE WRITE FOR BOOKLET S/56 
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Tooling techniques with Araldite resins are being adopted more and 

e more widely. Models, jigs, fixtures, patterns and metal-forming 

Aral dite tools, including hammer forms, stretch blocks, rubber press tools, 
drop-hammer and draw dies, can all be made by simple methods 

to ols ‘with virtually no machining and a minimum of skilled manual work. 

Araldite tooling resins are used as gravity cast mineral-filled mix- 

shape the tures or with glass fibre mat or woven reinforcement, the latter 
providing strong, dimensionally stable, but lightweight surfaces and 

f uture structures. Advantages of Araldite in tool-making include ease and 
speed of production, low production costs, light weight and ease of 

handling, negligible shrinkage on curing, accuracy of reproduction, 

dimensional stability, durability, resistance to cutting-oils and die 

lubricants, resistance to moisture and chemical attack, with con- 


sequent safety in storage. 










Model of part of D.H. 110 tail fin for assembly 
jig checking, constructed in glass fibre rein- 
forced Araldite resin and accurate to within a 
few thousandths of an inch. Photo by courtesy 


The de Havilland Aircraft Co. Ltd. ‘ ; 
d ; » - Araldite epoxy resins are used 


* for bonding metals, porcelain, glass, etc. 
* for casting high grade solid electrical insulation 


The recommended techniques are simple and * for impregnating, potting or sealing electrical 
easily acquired. Full details and practical windings and components 

assistance are available upon request. May * for producing glass fibre laminates 

we send you a copy of our new publication * for making patterns, models, jigs and tools 
on Araldite for tools, jigs and fixtures? * as fillers for sheet metal work 


* as protective coatings for metal, wood and 
ceramic surfaces 


Araldite Qgpenayenavin 


Araldite is a registered trade name 





Aero Research Limited 4 ciba Company * Duxford - Cambridge ° Tel. Sawston 2121 
AP 327 
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for power and precision... 


Wee WN Ad a7 


9° (18: SWING) ss & SC LATHE 


3%e SPINDLE BORE 0 ae 
bed 48" and 80". 


@ Patented totally enclosed 
feed box. 


80 | Sliding Feeds 0.0023”-0.232” @ Hardened and ground gears 
in gearbox and headstock 
80 | Surfacing Feeds 0.0009”-0.096” —all meshing faces tooth 
rounded for easy engage- 
60 English Threads }-30 T.P.1 ment. 

Patented snap action con- 
trols on apron—feeds can 


be varied whilst cutting. 
ALL FEEDS AND THREADS OBTAINED 11" (22" swing) Crusader 


BY SINGLE LEVER SETTINGS model also available. 





18 Spindle Speeds 20-1,000 r.p.m. 




















24 Metric Threads 0.5-30mm 











VNR AALASURNOBDAAAOBOAGD Ah LAS RSLSNLA PRR AP 


CTA B.ELLIOTT & CO. LTD. saa 


VICTORIA WORKS, WILLESDEN, LONDON, N.W.10 
Telephone: ELGar 4050 (10 lines) Telegrams: Elliottona, Harles, London | 
WORKS: WILLESDEN - CARDIFF - MAESTEG - LEISTON - IPSWICH 


When answering advertisements kindly mention MACHINERY. 
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YORK SHIPLEY USE HARPER CASTINGS 


—and Harper AV ICE too! 


Reger ae Not only do Harpers make the cylinder castings 
for York Shipley refrigeration plant, but they 
deliver them to the customer as a finished 


machined component. 


The requirements of commercial and industrial 
refrigeration practice require the castings to 
be free from porosity or defect. The outer 
surface and ends are machined in Harper’s 
own machine shop to a tolerance of 0.0005 
in., and the bore is also honed to a tolerance 
of o.c005 in., the degree of finish being 


J micro-inches. 








Harper Service covers the supply 
of high - grade grey iron and 
Meehanite castings, machining, 
metal pressings, enamelling and 
other finishes, and sub-assembly 
of components. 


jOHN HARPER & CO. LTD. JOHN HARPER (MEEHANITE) LTD. 
4 ALBION WORKS Phone: WILLENHALL 124 (5 lines) Grams: HARPERS, WILLENHALL WILLENHALL 
m 





= LONDON OFFICE: SEAFORTH PLACE, 57, BUCKINGHAM GATE, LONDON S.W.1_ Tel.: TATE GALLERY 0286 


%, - 
PER MANCHESTER OFFICE: c/o B. }. Brown & Partners Ltd. 248/9 Roya! Exchange, Manchester 2 H596 
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Model T°8°24 


used at 
VAUXHALL MOTORS 


broaching 
5 Rocker Arms 
every 15 seconds 


SEMI OR FULLY AUTOMATIC CYCLE 
MODELS NOW AVAILABLE 


* Write today for full technical information 


‘ROCKWELL 


WELSH HARP, EDGWARE RD., LONDON, N.W.2. TEL: GLADSTONE 0033 ERVwwolesiruee oe ee oe 


BUILT AND TOOLED BY 






ALSO AT BIRMINGHAM—TEL: SPRINGFIELD 1134/5 - STOCKPORT—TEL: STOCKPORT 5241 - GLASGOW-—TEL: MERRYLEE 2622 
ABV 6 
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with the New British-Built 


U.S.MULTI-SLIDE 


MACHINE 


Tuner Unit 
Side — 
s used | 
Seer oh Turret 
Tuners an 
Converters. 


WICE 
ReTuAt size 

















Brief Specifications 


Machine Model 28 35 
Length of Feed 8” 124” 
Maximum 

Width of Stock 1” 3” 
Maximum 

Thickness of Stock 1/16” 3/32” 









MACH NE ¥.0 S'y 





LETE 


COMPONENTS 


ROCKWELL | 
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per minute 


Photographs by MULTI- SLIDE 
kind permission of 


Brayhead Limited 





The British built ‘U.S.’ Multi-Slide is an automatic machine 
designed for the economical production of stampings from coil stock. 
The various motions provided by the die head (ram), forming slides, 
vertical stripper mechanism and a range of auxiliary units afford the die 
designer practically unlimited possibilities for the development of tools 
to produce stampings at considerably lower piece part cost by eliminating 
secondary operations and handlings. 

The flow of power is smooth as operations are so timed that the 
load is distributed throughout the cycle. This reduces wear and greatly 
extends the life of the machine and tools. 

The two sizes of British built U.S. Multi-Slide machines (built 
for us by Alltools Ltd) are now available and can be supplied completely 
tooled for one or more components; the tool design being based on the 
vast experience accumulated by the U.S. Tool Co. Inc. 

Send for illustrated leaflets, also ask to see film showing operation 
of the machine and examples of components produced. Our Sales 
Engineer will be pleased to call on request. 


For further particulars write or telephone TODAY 


WELSH HARP, EDGWARE RD., LONDON, N.W.2. TEL: GLADSTONE 0033 


ALSO AT GIRMINGHAM —TEL: SPRINGFIELD 1134/5 - STOCKPORT—TEL: STOCKPORT 5241 - GLASGOW-—TEL: MERRYLEE 2822 


US4 
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y an 5 type Us 
F Portable Universal 


RADIAL DRILLING MACHINES 

















Our range of machines 
has recently been re- 
designed. Models are 
available with 4 ft., 
5 ft., 6 ft., and 7 ft. 
spindle radius. 


Illustration shows our 


| 
7 ft. model. : © FULLY ENCLOSED DRIVE 
| 





© INCREASED NUMBER OF 
i cite naa cnn, a am al SPEEDS & FEEDS 
Full Particulars from— ° BUILT-IN ELECTRICS 
KITCHEN Ke WADE LTD. HALIFAX - ENGLAND 
Telegrams: KAW, HALIFAX Telephone: HALIFAX 61173 
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Slipmaterial 


Naxos 


P.M.S. 400 





The P.M.S. 400 gives considerable stock 


removal when used for roughing and superfine 


ied An dain cesta t TECHNICAL DETAILS \ 
inish for surfacing. The grinding motor is ic ndiendieee ....0r 
dynamically balanced, the magnetic chuck Max. workpiece height ... 12" 1 
motor is mounted on rubber, both vee-belt Table epecd ... 4-128 e.pm. 
4 Wheel spindle speed | 
driven with especially rigid heavy base. 2070 r.p.m. 
° A Slide speed ... 0-67" per min. 
The quick set-up of the workpiece on the \ RAR MIR sessnersce Pr | 
magnetic chuck, the automatic hydraulic feed, a 
PRACTICALLY 


ampie grinding height and ease of control 


make the P.M.S. 400 ideal for many difficult VIBRATIONLESS 


~~ a 


grinding operations. 


DISTRIBUTORS AND STOCKISTS FOR THE UNITED KINGDOM 


Sa MORTIMER ENGINEERING gy 


propricrors: COMPANY s.cuitermanaco.rg 


Showroom & Sales: 204-206 ACTON LANE » HARLESDEN - N.W.10 Tel.: ELGAR 4833 
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Tooling arrangement on a Herbert Auto-junior 
for machining electric-motor endshields, as 
indicated by heavy lines on the drawing. 
Total time taken for the operation 2j minutes 


K 


HERBERT AUTO-LATHES— 


—for high-production repetition work with consistent accuracy 
Greatest output per foot of floor space at lowest labour cost per piece—one operator 
and one tool setter can keep from four to six machines in continual operation. 
Power, rigidity and speed ranges to take full advantage of Ardoloy and other 
carbide tooling. 

All operations except chucking and removing the work are entirely automatic. 
Made in four sizes: Auto Junior—8}” swing, No. 3A—124” swing, No. 4 


163” swing and 
No. 5A.—25” swing. 


Available for Early Delivery 


Ask for brochure “ Production on Herbert Auto-lathes " 








AD.386 
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| 4 W — Precision Automatic 
f wire Straightening and 
cuttNG, 


— uuu 


at over 300 ft. per minute 








type RA 


WIRE STRAIGHTENING 
& CUTTING-OFF MACHINE 


—used by leading manufacturers of electrodes 
throughout the world. 


Suitable for iron, steel, aluminium and brass wire, these machines fully 
meet the exacting requirements of the wire industry for output, accuracy 
and safety. Multi-disc clutch for rapid stopping and starting cuts setting 
up and loading time to a minimum. Any length can be cut and pickled 
wire can be handled with the same ease as unpickled wire. 


SEVEN SIZES FOR WIRE FROM 0.012" TO 11/16" DIA. 
WRITE FOR DETAILS 


SOAG MACHINE TOOLS LTD 


JUXON STREET + LAMBETH +: LONDON -: S.E.I1 
PHONE: RELIANCE 7201 - GRAMS: SOTOOLSAG, LONDON, S.E.!! 
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‘DI MOND H" an 


/ ih —— Packet 
Switches 


Also suitable for Rectifiers, 
Transformers, Battery Chargers, 
Machine Tools and Switchboards. 


Designs available in 5 amp. to 60 amp. 
capacity at 250 or 440 volts, AC/DC 
and AC only. 


‘Diamond H' Packet - type 
Rotary Switches have been 
developed to meet the demand 
for a_ reliable multi-circuit 
rotary reciprocating unit of 
extremely robust  construc- 
tion. Why not therefore 
incorporate these Switches 
in equipment of your manu- 
facture and be assured years 
of trouble-free service under 
the most arduous conditions. 


* Diamond II Switches are doing Trojan work in Industrial and Domestic fields all over the world 


“DIAMOND H'* SWITCHES LIMITED 


GUNNERSBURY AVENUE, CHISWICK, LONDON, W.4 


Telephone: Chiswick 6444 (5 lines) Grams and Cables: Diamonhart, Chisk, London 
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Sole DIE SINKING and 


PROFILE MILLING Labour Problems 










\ 
\ 


“by install ae 


SWISS 


AUTOMATIC HYDROCOPYING 
MACHINES 


Fully automatic copy milling in all three dimensions 
solves all die sinking and profile milling labour prob- 
lems once and for all. 360 profiling without circular 
table and at constant feed. Copies vertical angles up 
to 90°. Light tracer pressure permits use of wood or 
plaster models. Reverse image attachment enables top 
and bottom dies of either hand to be made from the 
same master. 









Standard table sizes up to 92.5” x 25.6” 
One, two, four or six spindles 








Bie: 
Send for 
illustrated DOWDING & DOLL LTD 
brochure 346 KENSINGTON HIGH STREET, LONDON, W.14 
to Sole U.K Telephone WESTERN 8077 (8 lines) Telegrams’ ACCURATOOL HAMMER LONDON 





Distributors 


When answering advertisements kindly mention MACHINERY. 
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All three splines are hobbed and a 
finished shaft is completed every 
110 secs. 






Automatic In-Out Mechanism 
Automatic Closed Cycle : LEES-BRADNER Rotary Hobbers 


are available with 4, 6 and 8 spindles. All spindles 


Automatic Hob Shifting with are completely independent. A different set-up can be 


arranged on each spindle. Automatic loading and 


Electric Counting Mechanism unloading can be supplied for most components. 


SOLE U.K. DISTRIBUTORS 


DOWDING & DOLL LTD 


346 KENSINGTON HIGH STREET, LONDON, W.14 


Telephone WESTERN 8077 (8 lines) Telegroms: ACCURATOOL HAMMER LONDON 
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Rainbow 1748 
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2500= 


HASENCLEVER 














One of three Hasenclever forging 
presses, producing precision forged 
heavy bevel gears in a modern 

car factory. 100 to 6,000 tons. 


f 
86069 MOTOR CO., COLOGNE, GERMANY 


By courtesy o 





39 VICTORIA STREET-WESTMINSTER-LONDON-SW iI 


Telephone: ABBEY 5338 Telegrams: POWAFORGE. SOWEST, LONDON Cables: POWAFORGE. LOP. CON 





PAUL GRANBY & CO.LTD. 
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FRICTION SCREW 
FORGING PRESS 


With push button 


Programme Control 


Producing heavy pipe flanges 12” dia. 
bore x 19” ofd., from billets, in one 
heat and three blows. 


The press is equipped with push button 
programme control to give blows of 
different strength automatically for one 
operating cycle., 


0.8.6.9 
oceseletetetete® 
: 
e* 


Maximum nett energy rendered is 
approx, .195,000 ft./Ib. 





Reingow 1695 


39 VICTORIA STREET-WESTMINSTER*LONDON:-S Wi 


Telephone: ABBEY 5338 Telegrams: POWAFORGE, SOWEST, LONDON Cables: POWAFORGE, LONDON 


PAUL GRANBY & CO.LTD. & 
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par gur tay td 
bi beaahasidaas : 


CONSOLIDATED 
PNEUMATIC 
MAKE OVER 480 
DIFFERENT 
MODELS OF 
POWER TOOLS 



















FS Rae 


POEL Se 


~> 


PS, 
Laveen? 


This is the 
C.P.-375 


IMPACT WRENCH 


For bolts up to 13” © 


As 


re, 
<3 
ew See 


FROM. 
MINUTES TO SECONDS 





Whether running up jin. nuts in thousands on light assembly or 
driving Ifin. nuts on heavy construction work, there’s a C.P. 
pneumatic Impact Wrench to drastically reduce the time and 
costs of the job. The patented impact clutch eliminates torque 
reaction and the final torque obtained can be accurately controlled 
by pressure regulation. There’s no twisting thrust 
or kickback when nuts are fully seated. To this 
speed and efficiency, then add versatility cP. 
Impact Wrenches are available in six sizes and can 
also be used for tapping, stud-setting, screw- 
driving, drilling or reaming. Ask for the Impact 
Wrench seciion of Catalogue No. 50. 















tet rennet PNEUMATIC TOOL CO., LTD., 232 DAWES ROAD, LONDON S.W.6 


7 Aiviee cag fide K Rare as tp’ ey Sores STE ae C5 eet 
a, i . j 4 ev? st 2 et 
as: ce a ate sits isa M NOME Bru ae taeda Be 3 > Ry; af Bits betes a ee pats F i} ete yee ABA tad 2. 
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Gehneider 


SURFACE & SLIDEWAY 


Immediate Delivery 


FROM STOCK Grinding 
Machine 














MODEL JOH3 


2 Universal Grinding Heads 
with 120 mm. spindles 
Table size 20" x 60" 


EXCLUSIVE DISTRIBUTORS IN THE UNITED KINGDOM 


Mathine Ted Company Limited 
PARE: ) VICTORIA ROAD - ACTON - LONDON - W.3 


Phone: ACORN 5555 (7 lines) Grams: ELGATOOL, LONDON, W.3 


When answering advertisements kindly mention MACHINERY. 
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BUILT TO 
-002 MM. 


TURNING 
ACCURACY 


EX STOCK 


9in. CENTRE by 40in 

OR 60in. BETWEEN. 12 SPEEDS 

22-1,000 R.P.M. OR 22-2200 R.P.M. 187 

READS, WHITWORTH, METRIC & MODULE 

TAPER TURNING ATTACHMENT MOTORISED 415/3/50 A.C. 


TOOL W. URQUHART 


R ele) | fey) : PRODU eS T | e) N 1023-7, GARRATT LANE, LONDON S.W.1!7. Phone: BALham 855! (5 lines) 


TAPPING MACHINE 


THE NEW 
IMPROVED ACE 
TAPPING MACHINE 
Capacity 3 BA 
—fin. in STEEL 
Cast Iron yin 
Left and right 


hand threads. 
Bench or pedestal 


Deiivery ex-stock 


ION AVOIDING TAP BREAKAGE 


W. URQUHART ag org Ae a | Ww U R Q U H A RT 1023-7 Garratt Lane, London 
. S.W. a 


SOLE CONCESSIONAIRES. Phone: BALham 8551 (5 lines) $.W.I7. Balham 855! (5 lines) 
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HORIZONTAL AND VERTICAL SURFACE 
GRINDING MACHINE 

This outstanding machine grinds both horizontally 

and vertically and is equally economica! in large 

and smali works. Horizontal Capacity I4in. by 4in. 

Vertical Capacity I4in. by 8in., Table Size 20in. by éin. 


TWO MACHINES FOR THE PRICE OF ONE 


mk ae 
peahee 
wid 


FULLY UNIVERSAL TOOL 
AND CUTTER GRINDER 
WS1.£267 - De Luxe WS2.€385 
Tin, swing x 20in. centre 
Compact — Movements in every 
possible direction. Grinds all 
types of cutters, reamers, etc. 
Included in standard equipment 
is a special Dividing Head- 
stock. § ik-like movements. Built 
to the same fine limits and finish 

of * Frikla’ products. 


Prompt Delivery 





SOLE CONCESSIONAIRES 


W. URQUHART 


* 


WITH START, STOP 
AND REVERSE, 
rVeye) 
QUICK RETURN 
CONTROLLED BY 
‘| ROB-— REVERSING 
GEAR MECHANISM 


| * 
FOR THE TOOL ROOM 
: L OR 
~¥ INSTRUMENT WORKS 
PRODUCTION, ETC. 
PRECISION 


MODELS:— 


MB.600 1 4) x 23} centres 
MB.6002 54° x 23) and 31} 
Also STEPLESS DRIVE AND BENCH MODELS 


i oe 
MAN UFACTURERS 
OF LATHES FOR . 
OVER 50 YEARS. s 





1023-7, Garratt Lane, S.W.17 
Tel.: BALham 855! (5 lines). 


SEE THE ! 


ROBLING 


AT OUR SHOWROOMS 


Here is all the accuracy, 
superb finish, _ silk-like 
operation that over 50 
years’ manufacturing ex- 
perience can give. 


12 spindle speeds up to 
1,920 r.p.m., amazing 
thread range Met., Whit., 
and Module. Collett 
Attachments. 


STOCK DELIVERY 


W. URQUHART 


1023-7 Garratt Lane, $.W.17 
BALham 855i (5 lines) 
Sole Concessionaires 
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{AGHMAR? 


WHEELABRATOR 
STEEL SHOT 


Is the Perfect Answer to 


UiZiZ 








Ti/H|E 








LIE 
Yj 
RiA|S|TIVIE 
tj ZZ 
E|LiIE|C| T/I\/OIN 


In the short time that Wheelabrator Steel Shot has been available 
in this country we have been able to satisfy users of this new abrasive 
that they can effect a saving of at least 334 per cent on their overall 
shot blast costs. 


\ 








W_ 








\\ 








Ti 
Ww \ 
> 
ie 
































\\< 








For example, on one Wheelabrator installation, 800 hours continuity 
of production was recorded without any change of wheel components 
or wearing parts. 


We guarantee to prove a substantial overall saving on existing 
shotblast costs to any operator of shotblast equipment, on an 
initial trial basis and if our claims are not fully justified, no charge 
will be made for the shot supplied. 


Contact us today, we know it will be to your advantage. 


USERS have KIND WORDS, not CROSS WORDS 
for WHEELABRATOR STEEL SHOT 


SOLE LICENSEES IN GREAT BRITAIN 
TILGHMAN'S LIMITED 


A member of the Stavely Coal & Iron Co. Ltd. Group 


BROADHEATH - ALTRINCHAM - CHESHIRE 
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SVeectitov 
ARBORS 


Nos. 40 and 50 Taper 
T’, 14" and 1:" Dia. 











VICTORIA 


@ Will repay their cost many 
times over. 


@ Additional Arbors reduce 
setting time — ensure con- 
sistent production. 


@ Manufactured to standard 
dimensions—fit most makes 
of Milling Machines. 


@ Nickel Chrome molybdenum 
steel spindle. 


@ Running bushes and spacing 
collars Bee one and ground 
—end faces lapped to within 
0:0003" to ensure true align- 
ment of cutters. 


@ Individually boxed _ in 


attractive cartons. 


Sold through leading Engineering Tool Merchants 


B. ELLIOTT & CO. LTD. 


VICTORIA WORKS, WILLESDEN, LONDON, N.W.10. 
Telephone: ELGAR 4050 (10 lines) Telegrams: Elliottona, Harles, London 


WORKS: WILLESDEN - CARDIFF - MAESTEG - LEISTON - IPSWICH 
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A NUMBER OF “ CRAVEN " 

ob! 0”. 6/ 0” and 4'o” 
VERTICAL BORING 
& TURNING MILLS 


OF NEW DESIGN CAN NOW BE OFFERED ° 


These machines have full 
push-button control for the 
main motor and electric- | 
ally-operated feed motions, (~™= 
and have taper turning by 
gearing. A side-head can | 
be fitted later if required 





CRAVEN BROTHERS 
(MANCHESTER) LTD. 
VAUXHALL WORKS, REDDISH, STOCKPORT 
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A 2 
about Automation: 


Lhe answer is— nothing. Automation 
began with the lever and wheel, and 
it has gone on inexorably ever since. 
Industry is currently approaching the 
ltimate object of /u automation 
and, for the past thirty years, Sykes 
have been bringing that goal nearer. 
Now, they introduce a further 
model to their extensive range of gear 
cutting and finishing machines—the 
VS.4A, a high speed, automatic, fine 
pitch gear shaver. For the accurate 
finishing of small spur and_ helical 
gears, it has no equal. .\ leaflet giving 
full technical details is available on 


request. 


CAPACITY 
Maximum gear diameter 
Maximum face widtl 


Coarsest pitch 


iv 
mie upte jon ct SRE 


W. E. SYKES LIMITED 


STAINES + MIDDLESEX + ENGLAND 
Tel: STAINES 4281 (8lines) - Grams: ‘SYKUTTER STAINES’ 


CANADA: Sykes Tool Corporation Ltd., Guelph Street, Highway No. 7, Georgetown, Ontario 
AUSTRALIA: W. E. Sykes Ltd., Mascot, Sydney, N.S.W. 
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a 
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INJECTION MOULDING 
up to 32 ozs 
in 
CELLULOSE ACETATE 
POLYTHENE DIAKON 
NYLON POLYSTYRENE 














SPA PLASTICS (Division of Spa Brushes Ltd.) CHESHAM * BUCKS » ENGLAND 
Telephone: CHESHAM 81200 (P.B.X.) 


Telegrams : 





January 17, 1958 





Reduce costs..... improve performance! 
Developments in plastics have led to 

an increased use of Nylon, 

P.V.C. and Polythene in engineering. 
Whether your firm manufactures 
electronic apparatus, motor cars o1 
machine equipment—plastic components, 
bearings, brackets and gears may help 

to reduce costs and improve 
performance. 





As technical thermoplastic moulders, 
we invite your enquiries: or if you post 
this advertisement with your letter 

heading one of our engineers will call. 







ee 
nv ciar? 






FREEMBRUSH, CHESHAM 
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KAMENICEK 


UNIVERSAL GRINDING MACHINES 


Heavy duty precision built, for 
cylindrical (external and internal) as 
well as for taper and face grinding. 
Hydraulic table traverse; hydraulic 
infeed ; swivelling wheel head ; work- 
head with six spindle speeds swivels 


¥ 90 degs. for taper and face grinding. 


RANGE INCLUDES: 





T T 
Models 1U. | 2.U. 


| 

} 

| 

| Swing 
over table 


Distance 
between 
centres 


| 

| Grinding 
wheel size 

dia. face hole | 











Immediate Delivery from 
our London Showrooms 


Sole Agents. (Subject to prior sale) 


The Selson Machine fool Co. Ltd 


41-45 MINERVA ROAD, NORTH ACTON, LONDON. N.W.10 AO0 


$6/SMT/ 167 
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SPeeL... 


in special shapes 
—plain or 
purl! 



















. simple or complex, large or smail, 
singles or thousands, a few pounds or 18 cwt., 
. whatever the category into which a BAKERSTEEL 
casting might fall, it will be treated with the same attention 
to detail, subject to the same stringent chemical and 
physical control and endowed with the same inherent 
characteristics which are the product of long 
experience coupled with modern techniques and 
the very latest equipment. Ample facilities 
are available for machining the heaviest 
castings and the fitting shop can, if 
required, undertake complete assembly. 





CASTINGS 


%& ELECTRICALLY MELTED 
* LABORATORY CONTROLLED 






W. A. BAKER & CO. LTD., WESTGATE WORKS, NEWPORT MON. wnewednr’sssss 


“MAKERS OF PAPER MILL PLANT IN ASSOCIATION WITH BLACK CLAWSON INTERNATIONAL LTD. 
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THREE SIZES WITH WHEELS UP TO 4in. WIDE 


MODEL FP 7A TABLE WORKING SURFACE 29}in. by 9 Yin. 

MODEL FPIOA TABLE WORKING SURFACE 4} jin, by 9 in. 

MODEL FPI2A TABLE WORKING SURFACE 494in. by 94in. 
41L MODELS HAVE IS¥in. CLEARANCE UNDER WHEEL 


WRITE FOR FULL DETAILS TO DEPT. MI0 


MACHINERY 





(MAGERIE) 


FULLY AUTOMATIC 





PRODUCTION PROFILE GRINDER 


The most advanced machine of its type 





ENTIRELY 
AUTOMATIC 
EXCEPT FOR 
LOADING & 
UNLOADING 








WHEEL PERIPHERAL SPEED 
CONSTANT 


AUTOMATIC SIZING WITHIN 
0-0002in. 


NEW PATENTED WAYS GIVING 
ABSOLUTE RIGIDITY & PRECISION 


AUTOMATIC ADJUSTMENT OF 


WHEEL SPEED COMPENSATES 
FOR WEAR 


TYPICAL FIRTREE ROOT GROUND FROM 
SOLID TO PITCH LIMITS OF 0-0002in. 


DEVONSHIRE HOUSE VICARAGE CRESCENT 


GASTON E. 1 8.0.0: 9: 0 Oe yO) ML a 


PHONE BATTERSEA 88868 (8 lines) 


When answering advertisements kindly mention MACHINERY. 
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ARE YOU A 
POWER PRESS 
USER? 


The B.H.P. “ AUTO- 
HAND” and “SYN- 
CROFEED”’ is defi- 
nitely NOT a long run 
feeder. You can set 
up each day and still 
increase your present 
figures by 75 per cent. 


Examine the facts— 
the feeder is really a 
semi-automatic unit— 
an operator is still 
needed, but it allows 
the operator to feed 
during the working 
stroke of the press and 
every hour the feeder 
arm completes well 
over 2,000 strokes. 
(Your operator works 
outside the danger 
area!) 


OFFER — A free 
month’s trial to allow 
you to prove what our 
Press Feeders’ can 
do for YOUR produc- 
tion in YOUR shop! 


REMEMBER—The 
capital outlay is only a 
proportion of the cost 
of a new press—you 
use the same tools and 
operators to get more 
output from existing 
plant with perfect 
safety. 


Manufacturers of:— 


Coil Cradles. 


Strip Straighteners. 


Flexfeed. 

Roll Feeds. 

Dial Feeds. 

Scrap Choppers. 
Strip Lubricators. 
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CiiT> 


SYNCROFEED 


POWER 
PRESS 
FEEDER 

















FOR 
SECOND 
OP. 
WORK 








Sole Manufacturers and Patentees: 


B.H.P. MACHINE TOOL CO. 
91 WATTVILLE ROAD, 
BIRMINGHAM, 21 
’Phone : NORTHERN 6623 6220 


When answering advertisements kindly mention MACHINERY. 
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This comprehensive 120 page publication gives full technical 
data of the finest range of Standard Stock Fans. If you are 
concerned with fan equipment and applications, please write to 


our reference MY/I0/. 
STURTEVANT ENGINEERING CO. LTD. 
Southern House Cannon Street 


London E.C.A4. 


When answering advertisements kindly mention MACHINERY. 








58 MACHINERY January 17, 1958 


SPECIALISTS, STOCKISTS 
AND DISTRIBUTORS 










INDISPENSABLE IN THE MANUFACTURE OF 
JIGS, TEMPLATES, GAUGES, PRESS TOOLS, ETC., 
OIL HARDENING, NON-DISTORTING STEEL IN 
STANDARD 18in. LENGTHS. 

EACH PIECE SEPARATELY PACKED WITH FULL 
HEAT TREATMENT INSTRUCTIONS. 

STANDARD 18in. LENGTHS, ALSO NON- 
STANDARD SIZES 12in., 24in. & 36in. LENGTHS. 
WIDTHS FROM hin. to 12in. THICKNESSES 
FROM sin. to 2in. 








30,000 LENGTHS 
ALWAYS IN STOCK 


E 
L 
ai WRITE FOR SPECIFICATIONS AND PRICES 


MAIN STOCKHOLDERS AND DISTRIBUTORS 


T. NORTON & CO. LTD. 


CARVER. STREET BIRMINGHAM 1 





Telephone: CENTRAL 4325 (5 lines) 
When answering advertisements kindly mention MACHINERY. 
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T} Butler Hydraulic Planer is a 


+ 


example of British machine 
Lith NACKERS-DETROIT 6// /) drauli 


GESiON ANA CONST 


fluid assets 


Throughout industry 

the demand is increasingly 

for machines that can repeat a cycle 
of operations 

with minimum manual interference 
and control. It is 

in this field that the flexibility 

and reliability of 

VICKERS-DETROIT oil hydraulics 
are especially evident. 

For literature on our oil hydraulic 
products please write for publication 


No. 1/10 


by 
STEIN ATKINSON VICKERS HYDRAULICS LIMITED 
$.A.V. HYDRAULICS 60 Buckingham Palace Road London SW1 





BAS. SAVH IO 


When answering advertisements kindly mention MACHINERY. 
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what are you 
at waiting for? 
aL ‘ 


You want Precision Hobs? We can supply 
. 














them! Spur, helical, worm wheel, spline 
or serration, made precisely to your 
requirements, 

Our standard Spur and Helical range is 
designed to cover all normal require- 
ments and to give you speedy deliveries, 
in many cases actually from stock. 

If you have not been using David Brown 
— Precision Hobs, write now for Leaflet 
(313.9 and get yourself 
acquainted with our 
quality and our service. 











THE 


DAVID BROWN 





CORPORATION (SALES) LIMITED 
! TOOL DIVISION 


PARK WORKS HUDDERSFIELD 









































When answering advertisements kindly mention MACHINERY. 
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compact | 

heavy duty 

control 
units 


Igranic presents Industry’s finest 


se eo 


line of oil-tight heavy 


duty control units — 
in compactness, in flexibility, 


in durability and in appearance. 


|! 
f 
i 
: 


range of units available 





This modern range of space-saving control 

units includes pushbuttons, indicating lights, 
selector switches, and roto-pushbuttons, with a 
flexibility in circuit arrangements almost unlimited. 
Full particulars upon application to 

Publicity Department, Bedford. 


SELECTOR SWITCHES Aa INDICATING LIGHTS PUSHBUTTONS 
Operated by knob or key ef gf Normal and PresTest with wit es Flush, extended or mush 


f > 2 ¥ if 
or safety locking * 3 a choice of clear or coloured J s room heads and wide choice 


me 
“ ( 


_ mG IGRANIG ELECTRIC CO LTD 
HEAD OFFICE AND WORKS BEDFORD 
: : LONDON & EXPORT OFFICE VICTORIA STATION HOUSE 19! VICTORIA STREET Swi 


A METAL INDUSTRIES GROUP COMPANY 
beay dty si-tght dnt iy 


OFFICES BIRMINGHAM BRISTOL CARDIFF EAST ANG 


of colours 


MANCHESTER NEWCASTLE SHEFFIELD 
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Never satisfied! Always improving! A steady progress towards perfection—burbled the 
Managing Director in his most self-satisfied voice. 


Take Pneumatic Screwdrivers. Efficient, you say—but perhaps a trifle noisy for the assembly line. 
Sir, you are living in the past. This Little Horse here (“this ‘ere Little Horse, if you please" 
muttered the Little Horse in question) operates a screwdriver. Note that we have fitted him 

with a kind of gag or muffler, thus reducing the operating noise level by more than 50%. 

The principle is really very simple—as | will now demonstrate. | place this muffler over my 
mouth...so...1 will now ask any member of the audience to wrap the ends—thank you, 
sir,—round behind my ears...and N'mm M'mm Er'rm Ah'rmm Hurh'mm mm-m-mm...! 


(The audience agreed that the noise level had indeed dropped by well over 50°%, and the 
Managing Director was carried out, black in the face, amid loud cheers). 


These Screwdrivers are now fitted with an improved plastic grip; they are available in four 
different speeds :— 2,500, 1,000, 550 and 310 r.p.m. For further details write for special leaflet. 








THE NEW DESOUTTER 
silent screwdriver 


DESOUTTER BROS. LIMITED, THE HYDE, LONDON, N.W.9. TEL: COLINDALE 6346 (5 LINES). GRAMS: DESPNUCO, HYDE, LONDON 
caca$1 


When answering advertisements kindly mention MACHINERY 
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FACE MILLING CUTTERS 
incorporating these 


5 unique features 


All Rake and Clearance angles incor- 
porated in the cutter body 


Sixteen cutting faces are available 
before regrinding is ne« essary 


No time lost for blade regrinding 
Steel can be milled at high feed rates 


All inserts can be replaced without 
disturbing the tool setting 


Home Sales: PROTOLITE LTD. (a subsidiary company of 
Murex Ltd., Rainham, Essex), CENTRAL HOUSE, 
UPPER WOBURN PLACE, LONDON, W.C.1. 
EUSton 8265. Telex 23720. Telegrams: Prolite, London Telex 
Export Sales: MUREX LTD. (Powder Metallurgy Division) 


RAINHAM, ESSEX. Telex 28632. Telegrams: Murex 
Rainham-Dagenham Telex. 




















“ ARCHER” Centres are specifically designed 
to meet the strenuous conditions of modern 
production requirements. They are renowned 
for their consistent high quality and perform- 
ance in service. 


“ARCHER” REVOLVING CENTRES 


Constructed to stand up to o Bx 
higher speeds and heavier ' 
thrust loads which modern 
machines demand. 

4 STANDARD models are 
available. Ask for List No. 85 













* A permanent Hardened and 
> Ground Socket with RENEW- 
>> ABLE HIGH SPEED STEEL INSERT. 

= Standard _ inter-changeable 
~ inserts enable centre to be 
= quikly replaced at low cost. 


Precision ground to give 
perfect concentricity. Tapers 
to standard gauges. Made 
in High Grade CARBON ALLOY 
STEEL, or HIGH SPEED STEEL BUTT 
WELDED. Ask ‘or List No. 50B 


























MACHINERY 








~ 
CL 


+a 
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MANUFACTURERS OF 
bolts, nuts and set screws 


in all grades of material. 


STOCKISTS OF 
tools for engineers 
and woodworkers. 





MAIN STOCKISTS 
AND DISTRIBUTORS FOR 


Wolf, Bridges, Black & Decker 
and Selecta Equipment. 





C. Lindley & Co. Ltd., 

Englefield Road, 

London, N.1. 

Phone: Clissold 0643 (5 lines) 
Grams: Beauvoir, Nordo, London. 


a 
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Expensive machine tools deserve a machine vice of equal 
precision a role befitting the precision built DOWN-GRIP 
vice. Laborious setting-up time is substantially reduced. The 
quick action jaw slides right up to the job—a slight turn of the 
screw then gives instant and positive downward grip! 


This vice has its own hardened and ground steel table, parallel 
to the base, providing a permanent foundation for precision 
work 


By simply pressing the thumb-triggers 
the movable jaw is entirely free to 
slide, thereby eliminating time wasted 
adjusting the normal machine vice 
Hardened steel jaws are fitted as stan 
dard but soft jaws are available 

Vice swivels on base through 360 
Reversible jaw plates for irregular 
shapes 

Standard range includes 4°, 6” and 8 
aw widths 


A NEW AND FASTER 


MACHINE VICE 


_. definitely holds 
ae job down! 


THE SHEFFIELD TWIST DRILL AND STEEL CO. LTD. 
SHEFFIELD ENGLAND 
DORMER MACHINE VICES ARE AVAILABLE FROM YOUR USUAL ENGINEERS’ MERCHANTS 
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close-up... 
on the 
Model 540 
surface 


grinder 


JONES-SHIPMAN 
Model 540 Surface 
Grinders are installed 
at TURNER BROS. 
(BIRMINGHAM) LTD., 
who are the world’s 
largest contract press tool, 
jig and fixture manu- 
facturers. The machine is 
shown grinding punches for 
Insulators produced by 
Sangamo-Weston, Ltd., Enfield, 
Middx. 


SOMES = SHIPMAN 


A. A. JONES & SHIPMAN LTD., Narborough Road South, Leicester 


Telephone: 823222 (8 lines) Telegrams: ‘Chuck’ Leicester 
London Office: Murray House, 5 Vaddon Street, Buckingham 
Gate, S.W.1. Telzphone: Abbey 5938 9 


When answering advertisements kindly mention MACHINERY 
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RIGHT OUT AHEAD 


— 1 PRODUCTION CAPACITV E PRECISION 


MICRONIC ADJUSTABLE 
NEEDLE FRONT BEARING 








NO BELT PULL ON 
SPINDLE BEARINGS 





POSITIVE DRIVE TO 
REVOLVING BUSH 





STOP, START AND 
SET CONTROLS 





WARNING LIGHT 
FOR END OF BAR 





HARDENED 
CAMSHAFT 





a 
ACCELERATOR 





i) 


EFFICIENT END 
WORKING ATTACHMENTS 








SAFETY DEVICES 


This model R 16, built by the world’s 
largest and oldest producers of Swiss- 
type automatics, is the last word in 


performance, precision and production The latest 


capacity. 


Stock capacity Zin. dia., with a maximum 
turning length of 34in. or 6in., according 


totypeofcam. 28 spindle speeds 485 to 


5.450 r.p.m. SLIDING HEAD AUTOMATIC 


Full details and production data gladly sent MODEL R.16 


on request. 


TORNOS SALES COMPANY 
BROADGATE HOUSE COVENTRY. 


When answering advertisements kindly mention MACHINERY. 


PHONE: COVENTRY 40606 
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LIGHT ALLOY COMPONENTS 


by as much as 80/ 


Are you using an expensive and 
complicated machine tool for 

face milling Non-ferrous Metals”? 

if so, you are taking five to six times 
longer than is necessary ! 


Why not investigate how the latest 


Wadkin Articulated Arm Routing -_* > ee. al 
: 2 ; High cutting speeds of 18,000 r.p.m. and the low tooth 
Machine L.C. can make drastic loading of the cutter make high speed routing, particularly 
suitable for face milling components such as this engine 
reductions in your production times. sump. 
Let us give you a demonstration, 7 a ER i ea t8 = ets: | 








preferably on your own components, 


Details of the Wadkin Articulated Arm Router L.C. 
are given in Leaflet 831. May we send you a copy? 





Telephone Leicester 67114 Telephone: MAYfair 7048 


Wadkin Ltd., Green Lane Works, Leicester. London Office : Brookfield House, 62 Brook St., W.| 


When answering advertisements kindly mention MACHINERY 
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LOW-SPEED MOTOR UNITS 


Type RGD with : — 


e CO-AXIAL DRIVE 

e RATIOS UP TO 25:1 

e POWER OUTPUTS UP TO 25 hp. 
The motor component may 
e A.C. or D.C. be a squirrel-cage (including 
British Standard Dimension), 
slip-ring, or D.C. machine; 
a variety of enclosures are 
available to suit the appli- 
cation. 





Neither gears nor motor 
is disturbed by removal 
of the top-half casing. 











——) 


Helical teeth provide | 
smooth running at an | 
| 


efficiency of not less than 
98%. 





All pinions, wheels, and 
bearings readily acces- 
sible for inspection. 











| Low specific loading of 
gears and bearings en- 
| sures long life. 











Visible oil level for ease 
of maintenance. 

















Robust and generous 
casing has ample thermal | 
capacity. 


BRITISH THOMSON-HOUSTON 


THE BRITISH THOMSON-HOUSTON COMPANY LIMITED - 


on A.E.1. Company 











RUGBY - ENGLAND 
ASIMG 


When answering advertisements kindly mention MACHINERY 
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THE MEASURE OF ACCURACY 
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a 


Solex 10m and 4M comparator heads 


Simple to use, the Solex 1om and 4m Gauge 
Heads provide an unskilled operator with a ready 
means of measuring the actual dimension of a part, 
a characteristic which gives absolute confidence in 
the accuracy of your production. 

The 10m and the 4m Comparator Heads are of 
universal application. They can be used in workshop 


SOLEX HAVE THE MEASURE OF THINGS 


72 CHISWICK HIGH ROAD 





LONDON - W4 


comparators, for continuous strip measurements 
for Cee and Vee Gauges or fitted into your own 
jig for specific requirements. 

Like all Solex air operated Gauges, they make an 
important contribution to the quality and rate of 
production. 


Magnification range from 4000/1 to 23000/1 


31 0 Fa Dp.¢ 


iL FD. 


cep. veges, 


Send for fully illustrated details 


CHISWICK 4815 


When answering advertisements kindly mention MACHINERY. 
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QO. What does it cost to drive 
aioRW Generator from 
a 14/22 h.p. Armstrong Siddeley 
Air-Cooled Diesel ? 


$0.01385 (1.175") per kW/hour 


ACTUAL COSTS 
FOR 26065 HOURS RUNNING WERE: % Figure supplied by 
Diesel fuel (less tax: 1178 gals.) ... 2.226. $259.27 Gt. Raymond Paper Co. 
Lubricating oil, filters etc of Lac Briilé, Canada. 
Spare parts (fuel filter assembly) 


Fuel consumption (Gals/Hour) 





YEARS OF KNOW-HOW: The diesel engines are manu- 
factured with the same precision as the Hawker Siddeley 





Group’s world-famous aero engines. 


MATERIAL-CHECKED: Armstrong Siddeley experts regu- 
larly visit suppliers of materials and components to check 





on their quality controls. 


PRODUCTION-CHECKED: Engines are taken off the pro- 
duction line at random and given a fifty-hour running 


test. 


THERE IS NO MORE RELIABLE DIESEL ENGINE. 
Three models: 6-11 h.p., 14-22 hp. 20-33 hp. 


Write now for brochures. 











Armstrong Siddeley 
AIR COOLED OQiesels 


ARMSTRONG SIDDELEY (BROCKWORTH) LTD - HUCCLECOTE -«- GLOUCES 





MEMBER OF THE HAWKER SIDDELEY GROUI 
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THEY GOTO | TOWN } 


-at MARSHALL, SONS € €9,LTD 


GAINSBOROUGH 




















‘*Town’’ Radial Drilling 
Machines are renowned for rigid, 
simple design, conveniently 
placed controls, and maintaining 
maximum rates of production 
on the widest range of com- 
ponents—a few of the reasons 
why they are called upon to 
give service all over the world. 
This A.E.1. All-Electric Drilling 
machine, shown at work at 
Marshall, Sons & Co., Ltd., has 
centralised control, drills 23in. 
from solid in steel. 


~ é Sheed : 


i ee 2 


FREDK TOWN € SONS LTD, “ALIFax, roans 


ESTABLISHED 1903 


When answering advertisements kindly mention MACHINERY. 
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Somebodys running his automatics Tal Qui 


%2r, 


2 


-so can yee 


ALMINAL W151 


Southern Forge trp 


MEADFIELD ROAD ~- LANGLEY BUCKS 


Telephone: Langley 301 


ALUMINIUM AND 
ALUMINIUM-ALLOY EXTRUSIONS 
TUBES AND FORGINGS 











cla 


e 


$ 
: 
4% 


& 


FREE-MACHINING BAR 


7Aé ALUMINIUM ALLOY 
—— with all these advantages 


1. Special chipping characteristics eliminate 
swarf jamming. 

2. Automatics can operate at maximum 
speed and feed. 

3. Longer tool life—normal angles on tool 
tips can be used. 

4. Lower labour costs—one man can watch 
several machines. 


5. Output dramatically increased. 


Write TODAY 
for full Technical Details 


When answering advertisements kindly mention MACHINERY. 











CEJ PRODUCTS 
Ground Thread Taps 
Screw Plug Gauges 
Screw Ring Gauges 


Circular Chasers and 
Holders 


Round Dies 

Thread Milling Hobs 
Thread Rolling Dies 
Plain Plug Gauges 
Mikrokators 

Micro Snap Gauges 
Surface Finish Indicators 
Micrometers 

Bore Gauges 


Deltameters 
(Automatic Sizers) 


Drill Chucks 

Dynamometers 

Extensometers 

Plain and Screw Snap 
Gauges 

Plain Ring Gauges 

Gronk vist Drill Chucks 

Dial Gauges 

Tapping Attachments 


Multiple Interference 
Microscopes 
Vernier Height Gauges 
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CHASER | 
DIES 


Everything that care and skill can contribute go 
to ensuring that CEJ Dies will be correct in 
every detail and fully mzet your requirements. 


They are manufactured from specially selected 
H.S.S. correctly heat treated; produced by the 
most exacting methods, rigidly inspected in all 
thread elements and actually tested before 


despatch. 


CEJ Chaser Dies can be used in CEJ 430 Die 
Heads and Coventry and similar type Die 
Heads. 





A.I.D. AND A.P.I. 
APPROVED 


SOUTHFIELDS ROAD, DUNSTABLE, BEDS. TEL: DUNSTABLE 422-3-4 


When answering advertisements kindly mention MACHINERY. 





In any language 


TORRINGTON NEEDLE BEARING 
means high capacity! 


From Kalamazoo to Calcutta, the Torrington Needle Bearing is 
synonymous with high capacity in minimum space at low cost. 

The unique capabilities of the Needle Bearing have won it 

world-wide acceptance, established it as ‘‘standard equipment”’ 

in products made all over the globe. 

A full complement of free-running rollers retained by a thin hardened shell, 
which serves as the outer race, affords more lines of contact, and thus 
greater radial load capacity than other bearings of the same size. 
Asimportant as the Needle Bearing itself is the knowledge and experience 
our Bearings Division places at your disposal. With thousands of successful 
applications behind them, Torrington engineers are eminently qualified 

to show you the benefits of Needle Bearings in your products. 


TORRINGTON BEARINGS 


The Torrington Company Ltd. Bearings Division: Torrington Avenue, Coventry. 
London & Erport Office: 7-10 Eldon Street ,EC2. Glasgow Office: 14 Moir Street, C1 


MACHINERY 
January 17, 1958 


Torrington Needie 
Bearings give 
you these benefits 


* compactness and light weight 

* unequalled radial load capacity 
low starting and running friction 
low unit cost 
run on hardened shafts 
allow larger and stiffer shafts 


MADE AND STOCKED AT OUR 
ENGLISH FACTORY 


75 
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WITH TABLE SWIVELLING IN THREE PLANES 


cHRISTEN © 

















This modern, well-designed Vertical 
machine is especially Milling Head 
& Universal 


suitable for Toolmaking 





and for high precision circular table 


production work 


Universal 
Dividing Head 
on auxiliary 
swivelling 
platen 


Slotting Head 
& Circular 
Tabie 


Infinitely variable 
speed range from 
60 to 2,500 r.p.m. 
Infinitely variable 
feed from 

separate fitted 
motor 


Table Size 263in. by 9in. 


Patented single 
lever switch 

for easy control 
of milling spindle 
rapid traverse 

& power feed 


DELIVERY FROM STOCK 


Sole Agents in the U.K. 


ACBARS LTD 


57a Holborn Viaduct, London E.C.] 


Telephone : CENtral 228789. 6811/2 








Type U-OA Universal Milling Machine 


INIHIVW NOISIDIYd SSIMS V 
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3344 


Northern 
Fleet Street 6564 


BIRMINGHAM 19 Tel: 


LTD., 
26 HOLBORN VIADUCT, LONDON E.C.I. 


BIRMINGHAM TOOL & GAUGE CO. 


London Office: 


Telephone : 
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Model BPV 300/1000 


é 
VERTICAL SPINDLE SURFACE GRINDER 





A machine specially built for the rough and precision 
grinding of continuous and interrupted plane surfaces. 
For hollow grinding the head can be tilted out of its 
horizontal position. 


Costs 
less 
than 


you 
think 


During grinding the entire working width of the table 
or the surface of the electromagnetic chuck can be 
covered simultaneously by a segmental grinding wheel. 


The BPV Surface Grinder, while costing less than many 
similar machines, is designed to give long and reliable 
service wherever there is a need for top quality accurate 























grinding. 
-) 
Ved 
res be BPV300 BPV700 
es Ms) 
q 7 1000 1500 2000 3000 
: ¥ *(inches) *(inches) (inches) *(inches) 
Working surface of table 11g x 393 112 =x 59 234 =~ 783 *234 x 118 
= Maximum width ground 1i2 13 234 234 
T Longitudinal travel of 
| table 544 803 95 154 
| Main spindle drive, h.p 20 20 30 30 
| 


Sole sellirg agents in U.K. 


* Delivery — IMMEDIATE 


(subject to prior sale). 


NEWMAN INDUSTRIES LIMITED 
Machine Tool Division 


YATE, BRISTOL, ENGLAND 
Telephone : Chipping Sodbury 3311 


Telegrams : ** Dynamo Yate’’ 
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Nothing small about our Model ‘O” range 
of horizontal milling machines. However hard 
the going, short of obvious overloading, they 
can take it. That’s because they are solidly, 
generously, heavily* built for a lifetime of 
honest service with the absolute minimum of 
* Weight of model illustrated 9 cwt. (1,008 Ibs.). 


Our SMALLEST miller 
still a BIG machine 


maintenance, 20 different variations of an 
extremely rigid central theme; hand or 
automatic feeds; large range of spindle 
speeds right down to 150 r.p.m. Angular 
contact ball-bearing spindle and ball-bearing 
arbor bracket allow spindle speeds up to 
4,000 r.p.m. 


Table sizes 184” x 5’, 174” x 5S” and 12’ 


Write for fully illustrated leaflet 


ADCOCK & SHIPLEY LTD 


P.O. Box 22, ASH STREET, LEICESTER 


Telephone: Leicester 24154-5-6 


Telegrams and Cables: Adcock Leicester 
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How hollow bored bars can cut your costs 


All over industry people are 

finding it’s cheaper to use Keetona 

Hollow Bored Bars for applications covering a very 

wide field. Keetons specialise in supplying Hollow 
Bored Bars: they’ve developed the process during 25 
hard-thinking, hard-working years. Where a job can’t be 
done by any other method, because the quantities 
needed are too small, Keetons will do it cheerfully by 
deep hole drilling at a much lower cost 

than you’d expect. For keen prices 

and quick delivery Keetona 
Hollow Bored Bars have 
the rest licked hollow ! 





Write for our new illustrated brochure 
telling you all about Keetona Hollow Bored Bars to 


KEETON SONS & CO. LTD. 


KEETONA WORKS, GREENLAND ROAD, SHEFFIELD, 9. TEL: SHEFFIELD 42961/4. 





FC) MEMBER OF THE FIRTH CLEVELAND GROUP 


CRC4KH 


When answering advertisements kindly mention MACHINERY. 
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Pedifor 


The world’s 





AIR COOLED 
most powerful 


R.F. INDUCTION HEATER 


This new 125 kW heater has been specially designed to 
give reliable and continuous performance under the most 
arduous industrial conditions. Its efficiency is unimpaired 
by widely varying electrical loads or poorly regulated 
mains supply. And the 1H.45 is air cooled... an 
economy feature no other R.F. generator of this output 
has ever had. Typical amongst many possible applica- 
tions are one shot hardening of gears . . . hardening Heating a spur wheel for 
crankshafts, sprockets and motor car cylinder walls a tractor gearbox before 
rapid melting of Nimonic alloys . . . hardening teeth of hardening in the special 
main transmission gears for lorries .. . and tube welding. Redifon quench bath. 
The Redifon [H.45 speeds production by reducing pro- 
cessing time to an absolute minimum, and is so simple 
to operate that it can be used by unskilled personnel. 
Industrial Electronics Division 
REDIFON LIMITED, BROOMHILL ROAD, LONDON, S.W.18 ; Telephone: VANdyke 7281 
A Manufacturing Company in the Rediffusion Group 
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The logical advance in Maciel! 





OLD WAY 

To provideashoulder 
for the tensioning 
spring on this filler 
cup entailed an extra 
long, threaded shaft, 
a nut, a hole drilled 
to take a cotter pin 
and an altogether 
tedious assembly. 





THE SALTER WAY 

The spring is quickly 
positioned on a 
shorter, PLAIN . 
SHAFT by a Grip 
Ring whichis snapped 








EXTERNAL into position for 

RETAINER secure, frictional 
grip. No groove re- 
quired. 











save material—reduce assembly time 





When it’s a question of assembling components machining operations. A large standard range 
in any engineering field, Salter Retainers arethe is at your immediate disposal, and we should 
answer. They replace nuts and bolts, screws, cotter welcome the opportunity to assist in developing 
pins, and eliminate expensive threading and _ special retainers to solve your problems. 





NEATER — MORE POSITIVE — PERMANENT RETAINING 


Send for the Salter Retainer 


catalogue — no designer is 
complete without it 
Py 


) Circlips & Fasteners Retainers [x ml Fixes 
Geo. Salter & Co. Ltd., West Bromwich. Spring Specialists since 1760 


M-W 444 











When answering advertisements kindly mention MACHINERY. 





January 17, 1958 MACHINERY 


HOS. FIRTH & JOHN BROWN LIMITED * SHEFFIELD 


When answering advertisements kindly mention MACHINERY. 





MACHIN January i/, 1958 


“ 


‘Eclipse’ hacksaw blades and other tools are made by James Neill & Co. (Sheffield) Ltd. and are obtainable from ali 
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V SLIDES ADJUSTABLE FOR WEAR. LONG BEARING SURFACES. 
IMPOSSIBLE FOR THE JAW TO LIFT AND TILT THE JOB. 


TOTALLY ENCLOSED HARDENED SQUARE THREAD SCREW 
WHICH CANNOT BECOME SEIZED OR BRUISED. 


SLIDING JAW MACHINED OVER ITS WHOLE SURFACE FOR 
THE USE OF THE SCRIBING BLOCK. 


GROUND TOOL STEEL JAWS AND PHOSPHOR BRONZE NUT. 


ACCURATELY MACHINE DIVIDED SWIVEL BASES INDEXED 
FULLY THROUGH 360. 


NO TRAPS FOR SWARF. 

ABWOOD Machine Vices are available in the following types: 
PLAIN, ‘SWIVEL TYPE (illustrated) SHAPER, UNIVERSAL, 
UNIVERSAL COMPOUND ANGLE TABLE ond DUAMATIC. 
FOR THE TOOLROOM & PRODUCTION 
When applying for de-ails please quote M/56/ 





ABWOOD MACHINE T 


DART 





MACHINERY January 17, 1958 


The 
PRECIMAX 


at INTERNATIONAL 
HARVESTERS LTD 


Cylinder head production is maintained at peak efficiency thanks to 
these PRECIMAX FB 1/3 Fine Boring Machines which perform the 
operations shown on the left. In the upper picture valve guides are 
fine bored and valve seats generated with automatic compensation for 
the difference between exhaust and inlet seat diameters. The lower 
picture shows the fine boring, counterboring and chamfering of 
injector bores. 


A growing number of engine manufacturers are finding that for 
accuracy, versatility and production efficiency in fine boring, the 
PRECIMAX automatic cycle machines are indispensable. 


JOHN LUND LIMITED - EASTBURN WORKS - CROSS HILLS - Nr. KEIGHLEY 
TELEPHONE: GROSS HILLS 3211 (3 LINES) 
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Press Brakes 


FROM SO to 400 TONS 





UNBREAKABLE STEEL PLATE FRAME CONSTRUCTION 

















We invite your enquiries 


and are glad to give demonstrations in our Showroom 


HENRY PELS & CO. LIMITED : 


Offices & Showroom 32-38 OSNABURGH STREET LONDON - N.W.I 
Telephone: EUSTON 4113 
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A PRECISION PRODUCT OF 
OPTICAL MEASURING TOOLS LTD 
MAIDENHEAD BERKS 





full details on request to 


NEWALL GROUP SALES LIMITED 


PETERBOROUGH ENGLAND 
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Abstracts of Principal Articles 


The British Timken New Building Pro- on multi-tool lathes. Subsequently, the spindle is 
; drilled, slotted, and serrated and threaded by rolling. 
DE aiphibhtienriatbiexvwokeusersskeaxeienveness P. 120 ea ne o 
Multi-tool lathes are also employed for the crankshaft, 
At the highly-mechanized N.B. plant of British on which threads and oil grooves are later formed 
Timken, Ltd., Duston, cups, cones, and rollers for by rolling. To ensure accurate concentricity, serra- 
tapered-roller bearings are finished on _ separate tions are cut on a gear generator, and the shaft is 
lines. From the hardening department, cups are selectively hardened by the induction process prior 
passed into storage hoppers, whence they are fed to to finish grinding. For drilling and tapping the 
a Gardner machine for grinding both end faces. components of the light-alloy split casing, horizontal, 
The ground cups are next delivered to two parallel 2-way multi-spindle machines are employed. Other 
lines, equipped with similar machines. Each line set-ups described are concerned with fine-boring 
incorporates Cincinnati centreless grinding machines operations on the cylinder, connecting rod, and front 

for finishing the outer surfaces; Heald Centrimatic suspension arm. (MACHINERY, 92—17/1/58.) 


machines for finish grinding the bores; and Timken : Z : 
machines for lapping the bores, the latter employing Measurement of Paint Thickness on Air- 
abrasive tape as the finishing medium. After they Craft ..........0.ccccccececesseeesecesseeeseens P. 156 
have been finished, cups are inspected and washed, 
before mating inner race units are assembled. Cones 
are similarly treated, and pass through a Rowland 
duplex face-grinding machine, thence to two lines 
of Cincinnati, Heald and Timken machines for 
finishing the bore, roller track, and rib. Washing 
and inspection follow, before the cones are assembled 
to rollers and cages on semi-automatic machines. 
Hardened and tempered rollers are delivered to the l : 
finishing lines from the main factory, and pass through paint thickness in thousandths of an inch. 
Cincinnati centreless grinders, Timken spherical-end (MACHINERY, 92—17/1/58.) 


grinding machines, and washing and drying units, , : 
to mechanized inspection stations. They are finally Baldwin Automatic Control System for a 


It is pointed out that in addition to being smooth, 
the paint layer on a high speed aircraft must be of 
uniform thickness within close limits. Reference is 
made to various methods of thickness measurement, 
and the manner in which a Boonton film gauge has . 
been modified for this purpose, by the Martin Co., 
U.S.A., is then described. A meter is set to zero 
with the aid of a sample, and is calibrated to show 


graded, before they are passed to the adjoining section Rolling Mill.........................00cceeee ees P. 157 
for assembly to cones. Various interesting work- A Robertson cold-strip rolling mill, installed in the 
feeding, distribution and re-orientating units have works of D. F. Taylor. Ltd. Birmineh sd 
‘ . F. Taylor, Ltd., gham, has 
been developed to facilitate the flow of cones and recently been equipped with the new. Baldwin 
cups through the plant. (MACHINERY, 92—17/1/58.) nucleonic automatic gauge-control system. With 
2 . this system, which depends on _ bremsstrahlung 
The Re-servicing of Carbide Tools...P. 136 radiation produced by the emission of beta rays 
The economic advantages of tungsten carbide tooling from a strontium 90 source, material thickness 
can be fully realized only by careful attention to the ranging from about 0-004 to 0-4 in. can be checked. 
correct methods of servicing, employed at the correct With the installation here described, the strip thickness 
times. In this article, attention is first drawn to the is accurately and continuously measured, and is 
structure of tungsten carbide and its implications. controlled by automatic adjustment of the roll setting. 
Grinding wheels and their cutting action are discussed, In addition, the thickness is continuously recorded 
with particular reference to diamond wheels. A on a paper chart, and is indicated on a dial type 
section is devoted to off-hand grinding and its applica- meter. Reference is also made to the method of 
tions, including the sequence of operations to be calibrating the gauge. (MACHINERY, 92—17/1/58.) 


followed and the medification of standard tools. ee eal 


Machine grinding is subsequently considered, and : . 
various typical operations are described in detail Contributions to MACHINERY 


and illustrated. These operations are concerned, If you know of a more efficient way of designing a 
for example, with the production of a parting and tool, gauge, fixture, or mechanism, machining or 
chamfering tool from a standard bar tool, and the forming a metal component, heat treating, plating . 
sharpening of end mills and milling cutters. Other or enamelling, handling parts or material, building 
subjects covered include chip breakers, the re-servicing up an assembly, utilizing supplies, or laying out or 
of tools by spark-erosion, and surface finish and organizing a department or a factory, send it to the 
the cutting edge. (MACHINERY, 92—17/1/58.) Editor. Short comments upon published articles 
. : and letters on subjects concerning the metal-working 
Typical Operations on Components for industries are particularly welcome. Payment will 
Piatti Motor Scooters..................... P. 149 be made for exclusive contributions. 
The Piatti motor-scooter made by Cyclemaster, Ltd., ee 
is equipped with a horizontally-mounted 2-stroke IN FORTHCOMING ISSUES 


engine. Operations on some of the principal com- . 
ponents for this engine are here described, including The production of components for Lambretta motor 


the final drive spindle, which is turned in two stages scooters—Heavy bending orerations. 
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Women in Engineering 


Although women have been employed for cer- 
tain duties in engineering works and similar estab- 
lishments for many years, 
country—engaged in the 


they are seldom—in this 
type of work that falls 
within the province of the professional engineer 
or technologist, In view of the contributions that 
women have made to progress in other scientific 
fields, there does not appear to be any valid 
reason why they should not undertake the most 
exacting duties in those branches of science and 
technology associated with engineering, provided 
that they have acquired the necessary training and 
experience, 

Any form of engineering or technological edu- 
cation should be based upon practical training. At 
one time, the arduous physical labour involved 
an engineering apprenticeship, or 
gramine of training, 


similar pro- 
might have deterred women 
from embarking on an engineering career. In the 
past, when heavy engineering was the backbone of 
our industry, such a view was justified. Conditions 
have improved, however, and, in progressive works, 
much of the heavy manual labour formerly required 
has now been eliminated by the introduction of 
mechanical appliances and handling aids on an 
extensive Due to changes in the industrial 
pattern, moreover, the light and medium engineer- 
ing industries occupy very important positions in 
the economic structure of this country at the present 
time. For these branches of engineering, the prac- 
tical training, although exacting, is not so arduous 
as to be beyond the physical capabilities of young 
women. These 


scale. 


include 
production of 
domestic and other equipment, to which women 
should be able to make a particularly useful con- 
tribution. 

Although the rigours of practical training should 
no longer deter women from embarking on 
engineering careers, the specialized education— 
both practical and theoretical—that is necessary, 
calls for certain sacrifices, principally in initial 

earning power and leisure. Such sacrifices will only 
be made when there is reasonable certainty that 
the future will afford ample compensation. Clearly, 
conditions of employment must have some 
influence, but actual working conditions need not 
concern us here, since it is now generally accepted 
that engineers and technologists, 
female, 


branches, moreover, 
industries that specialize in the 


whether male or 
can only work at their optimum efficiency 


in good conditions, and laboratories in 
modern engineering establishments are of a 
high Other 


equally attractive if 


and offices 
very 
conditions must be made 
to be persuaded 
to enter the engineering prote ssion in any numbers. 
It is essential, therefore, that they 
acquired the same training and experience, women 
should be treated as the equals of theis male 
colleagues, not only as regards pay, but in other 
directions. r ? 


standard. 
women are 


once have 


They should not be employed merely 
duties, but should be given work that 
affords full scope for the application of judgment, 
imagination and initiative. Equality, moreover, 
should extend to status, re sponsi bilitv, and oy yportu- 
nities for pror — up to the hignest levels. 

The entry of large nto the 
engineering and allied professions will introduce 
ertain problems, not the which will be 
with Any employer may 
ve filled with misgivings at the prospect 
promising young woman engineer at 
when, after an extended period of train- 
is starting to make a really worthwhile 
contribution to the progress of his company. It 
would clearly be undesirable that women should 
forgo marriage for the sake of a career in industry, 
but many would doubtless be prepared to continue 
working after marriage until the demands of home 
and family became As with other 
professions, moreover, an. engineering career need 
only be interrupted by marriage, and not ended, 
and provided that the work was sufficiently stimu- 
lating and rewarding, many women would prob- 
ably be willing to their careers after a 
few years. It would then be necessary to arrange 
for them to undergo some form of refresher course. 
in order to bring their knowledge up to date, and 
to restore skills, which might have been tem- 
porarily lost, to their former efficiency. Such 
courses would need to be of only limited duration, 
however, since knowledge and skill, once 
thoroughly acquired, are seldom completely lost. 

If British industrial expansion is not to continue 
to be hampered by lack of trained technical 
workers, it is generally agreed that the numbers of 
qualified engineers and technologists must be 
doubled in the next ten to fifteen years. It is 
obvious, therefore, that we cannot afford to neglect 
any source of high-quality recruits, yet the pro- 
(Continued on page 167) 


for routine 


numbe ‘rs of women 


least of 
con erned 
justifiably 

oO! losing a 
the time 


ing, sne 


marriage, 


too pressing. 


resume 
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The British Timken New Building Project 


Automatic Production Facilities for the Manufacture of 
Tapered Roller Bearings in Large Quantities 


In Macuinery, 92/4—3/1/58, were 
some details of the highly-mechanized production 
facilities which have been established by British 
Timken, Ltd., Duston, Northants, for the manu- 
facture of certain of their tapered roller bearings in 
very large quantities. It may be recalled that the 
N.B. Plant, as it is known, is designed for a maxi- 
mum output of 5-million assembled bearings per 
vear, although at present the output rate is 3-mil- 
lion per year. 

The N.B. Plant is housed in a modern building 
separate from the main works at Duston, and has 
its own service installations—for example, for heat- 
ing, swarf disposal and cutting oil reclamation. 
There are three main departments, which provide 
for the production of cup and cone blanks, on single 
and multi-spindle automatics; for heat-treatment 
of the blanks, by carburizing, hardening and tem- 
pering; and for grinding cups, cones and rollers, 


give nh 


assembling these components with cages to form 
finished be varings, greasing, and packing. 

In the article mentioned, operations on cups and 
cones were followed, in detail, to the end of the 
heat-treatment cycle. At this stage, the hardened 
and tempered parts are shot-blasted, and then are 
ready for grinding. Cups and cones are delivered 





divided into three sections for finishing 
cones and rollers. In the sections for cups and cones, 
there are two distinct machine lines, one for large, 
and the other for small, workpieces. The layout 
of the department is shown diagrammatic ally in 
Fig. 1 (which is part of the layout of the whole 
plant included in the first article), and the hoppers 


for cups and cones may be seen at the right. 


cups, 


CUP-GRINDING LINES 


The storage hoppers are arranged in groups of 
four, generally to those installed 
between the automatics shop and the heat-treat- 
ment department. Hoppers for cups are indicated 
at S in Fig. 1. L cups are delivered to two 
of these hoppers directly from the Timken-built 
shot-blasting machine in the heat-treatment de »part- 


and are similar 


arge 


whereas the small cups, after being shot- 

in the main factory, are loaded into a 
small intermediate hopper in that department, 
whence they are delivered by elevator and chute 
to the other hoppers in the group S. Each hopper 
has sufficient storage capacity for one week's work, 
and this reserve of parts facilitates change-overs, 
any interruptions 


ment, 
blasted 


and provides an allowance for 





to separate storage hoppers at one end of the in production which may occur in preceding de- 
grinding department, which, it may be noted, partments. Normally, it may be noted, the full 
{ " : cc Fig. 1. Diagrammatic 
| a axe a Aree! Ber hes Ye lg — of a sad the 
mone 4 | 3 N.B. Plant at the Duston 
ag. Bs, ro oe “\ ae NG lc J ne * & Factory of British Tim- 
i) d~., a ken, Ltd. Cups and 
pul y has | Of Ne rs ay wats eae im ac rom ‘AY We ne . Cones Flow from the 
| ow ave eas i 7 Hardening Department 
| -: “Aan! tM he ee ee A! - at the Extreme Right, 
mM jg ee ee ea = P . Through the Finishing 
Yoga ae _ Ss Lines, to the Packaging 
ne , . Section at the Upper Left 
2 “aE . 
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Fig. 2. The Gardner Twin-disc 

Machine for Grinding the End Faces 

of Cups. It is Operated on an 8-hour 

Shift, and Supplies both Cup-finishing 
Lines 


capacity of the hoppers is never used. 
Cups are fed automatically from 
the hoppers by vibratory feeders, and 
pass on to be It conveyors which de- 
liver them to a gravity-feed chute. 
This chute serves a Gardner type 125 
twin-disc machine for grinding the 
end faces, to finish the cups to width. 
The cups pass under motor-driven 
brushes before they enter the chute, 
and the latter incorporates equipment 
for turning the workpieces through 
180 deg., if necessary, to ensure that 
all enter the Gardner machine with their broad ends 
facing in the same direction. Limit switches and 
associated equipment are fitted to maintain an 
adequate head of parts in the chute, thus ensuring 
that the cups are delivered satisfactorily to the 


power-driven rolls, whereby they are fed between 
the wheels of the grinding machine. 
The outlet side of the Gardner machine is shown 


in Fig. 2, and it is provided with air-gauging 
equipment which is used to control the in-feed 
mechanisms for the grinding wheels. Since each 
workpiece has one o % and one narrow face, the 
rates of wheel-wear differ. Compensating arrange- 
ments are incorporated, therefore, and one grind- 
ing wheel is advanced at more frequent intervals 
than the other. A tolerance of 0-002 in. is specified 
for the width of the cup, but a much closer toler- 
ance is maintained in practice, with the aid of the 
automatic sizing equipment. The machine has a 
self-contained coolant system, with a magnetic 
clarifier unit, the latter being visible at the right 
in Fig. 2. 

Other machines in the cup-grinding section, also 
in the sections for finishing cones and rollers, are 
supplied with coolant from a bulk source. This 
centralized coolant supply is housed in a service 
block, adjacent to the N.B. building, and coolant 
is delivered by pipes in a main service trench that 
links the block with all the grinding sections, and 
also houses the return lines. In the service block, 
there are settling tanks, and a battery of magnetic 
drum clarifiers to clean the coolant, also large 
capacity pumps for its distribution. 


Cups pass from the Gardner machine, down a 
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chute, to a vertical peg-type elevator, which delivers 
them to two gravity-feed chutes serving 4-deck 
spiral feeders. The Gardner face- -grinding 1 machine 
is operated for one 8-hour shift each day, and sup- 
plies both cup-grinding lines. Cups of one particu- 
lar size are face ground as a batch, and a change- 
over is made about three times in two days. 
Change-overs are carried out, on this and other 
machines in the section, by a setter and an operator 
acting as a team, and it is planned eventually to 
train the staff in the New Building so that they 
will be able to undertake the change-over and 
etting of any machine, or piece of equipment, in 
the grinding, heat-treatment, or automatics depart- 
ments. 


SPIRAL BRUSH-FEEDER 


The elevator associated with the Gardner 
machine may be seen in the foreground of Fig. 3, 
which is a general view of the two cup-grinding 
lines. The spiral brush-feeders served by the 
elevator are indicated at T in Fig. 1, and one of 
these feeders is similarly indicated in Fig. 3. Cups 
pass up the elevator with their side faces parallel 
to the rows of grinding machines, and, in order that 
they may roll into the brush feeders, are re-orient- 
ated through 90 deg., by a standardized Timken 

cage-type unit A. A deflector below this unit 
directs cups to the right- and left-hand chutes 
as required, and the chutes connect the elevator 
with the upper decks of the brush feeders. These 
feeders are typical of the units employed through- 
out the N.B. plant, and their construction will be 
described with reference to that seen at T. 








el 
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As will be observed, the decks of the feeder are 


of circular form, and each has a spiral track. The 
track of the upper deck is connected, at its peri- 
phery,’ with the gravity-feed chute from the 
elevator, and leads towards the centre of the deck. 
Here, it joins another gravity-feed chute, which, in 
this instance, leads to the start of the spiral track 
of the second deck. On a single-deck feeder, how- 
ever, the chute may lead to an adjacent machine. 
The inner end of the spiral track of the second 
deck is connected, by chute, to the start of the track 
on the third deck, and, similarly, the track of the 


third deck to the track of the fourth deck. 
A vertical shaft, passing through holes at 
the centres of the decks, is driven, through 


a reduction gear box, by a motor below the bottom 
deck. The shaft carries 4-arm spiders, each spider 
being positioned above one of the feeder decks. 
Secured to the arms of each spider are soft-bristle 
brushes, similar to a domestic broom head, and as 
the shaft is rotated, the brushes sweep the work- 
pieces in the spiral track of each deck from the 
inlet chute towards the outlet chute at the centre. 
A light pressure is applied to the workpieces by 
the bristles, and is adequate for feeding purposes. 
When the tracks in the decks become full of parts, 
however, the bristles are deflected and pass over 
the workpieces without causing damage. As the 
brushes rotate continuously. workpieces are 
directed from the inlet chute of the top deck, 
downwards to the bottom deck, and as the stock 
of parts builds up, each deck is filled in turn. 

The two 4-deck feeders T deliver cups by way 
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Fig. 3. A General View 
of the Cup-finishing 
Lines. Cups are De- 


livered from the Gard- 
ner Machine to 4-deck 
Spiral _ Brush - feeders, 
One of Which May be 
Seen at the Left 


chutes 
No. 3 


machine at 


of elevators and 
to a Cincinnati 
centreless 
the head of each grind- 
These mach- 
ines are shown at U in 
Fig. 1 and 


Ing line. 


3, and _pro- 
vide for first-pass grind- 
ing the cups, externally. 
Both machines are fitted 
with loading 
arrangements which will 
be described later. The 
feeder indicated at T in Fig. 3 serves the line for 
grinding the smaller cups, and the end faces of 
these cups are of such a width that it is necessary 
to ensure that alternate cups are delivered to the 
Cincinnati machine with their broad and narrow 
faces leading, in order to prevent “ riding up ” and 
jamming in the machine throat or the automatic 
loading mechanism. A re-orientating unit, 
developed by the company, is installed between 
the outlet chute from the bottom deck of the 
feeder and the associated elevator, and this unit 
is shown in Fig. 4. 


4 


automatic 


AUTOMATIC RE-ORIENTATING UNIT 


Supported on a floor-mounted, sloping platform, 
the unit embodies an indexing drum A in a 
cylindrical housing. An aperture in the housing 
allows cups to pass into a slot in the drum from the 
chute B, connected to the lower deck of the brush 
feeder. There are two other apertures in the 
housing, which provide for communication with the 
ends of the horseshoe-shaped trough C. This 
trough is of U-section, and at the lower end of the 
horseshoe a slot is cut in the bottom of the U-form 
and leads to the delivery chute D for the elevator 
serving the Cincinnati machine. 

A pinion is secured to the lower end of the shaft 
of the indexing drum A, and meshes with a sliding 
rack E, a bracket on the outer end of the rack being 
coupled to the piston rod of an air cylinder. 
Pressure-air is directed by a valve to each end of 
the cylinder alternately, and this valve is actuated 
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by means of a cam, driven by the motor F, through 
an integral reduction gearbox. The arrangements 
are such that the drum A is oscillated continu- 
ously through 240 deg., so that its slot moves from 
a position in line with one end of the horseshoe 
trough, past the aperture associated with the chute 
B, to a position in line with the other end of the 
trough. 

As the slot passes the aperture, a cup rolls into 
it from the chute, and is delivered to the right- or 
left-hand side of the horseshoe trough. The cup 
then rolls round the trough, and drops through the 
opening at the bottom of its curved form, into the 
chute D. Cups enter the slot in the drum with 
their broad side faces to the left, and are passed to 
the ends of the horseshoe with these faces to the 
right. A cup delivered to the right-hand side of 
the horseshoe passes through the opening leading 
to the chute D with its broad face away from the 
drum A, whereas a cup delivered to the left-hand 
side passes through the opening with its broad face 
towards the drum A. Thus, cups pass down the 
chute D with their broad faces to the right and 
left, alternately. 


FEED ARRANGEMENTS FOR CENTRELESS 
GRINDERS 


From the lower end of the chute D, the cups are 
lifted by a standard Timken peg-type elevator, and 
are discharged into an inclined chute leading to the 
loading mechanism of the Cincinnati No. 3 centre- 
less grinder. Cups are fed into the machine throat 
along a trough, and it is important that a steady 
feeding pressure should be applied, since irregular 
pressure would result in an uneven finish on the 
external surfaces of the cups. Moreover, if the 
cups were not maintained in a “solid” stack in 
the trough, they might swing sideways, so that their 
outside surfaces were not ground square with their 
end faces. The feed mechanism was designed by 
the Timken Roller Bearing Company, U.S.A., and 
similar arrangements are provided on the machines 
for grinding large and small cups, the equipment 
on a machine for large cups being shown in Fig. 5. 

The chute leading from the elevator is indicated 
at G, and its lower end, which is free to pivot, is 
connected to the moving carriage H. This carriage 
is fitted with rollers, and moves on one flat and one 
vee guideway on a bracket secured to the grinding 
machine base. A third guideway is provided for 
the roller of a support J, for the swinging portion 
of the chute G. A constant force is applied to the 
carriage by a cable and weight svstem, so that it is 
urged towards the grinding throat of the machine. 
During initial setting and loading, or when adjust- 
ments are being made, the carriage can be held in 
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the position shown, by means of the latch piece K. 

A trough L, of V-form, is disposed parallel with 
the guideways and extends into the grinding 
throat. The outer end of this trough is located 
beneath the downwardly-curved extension of the 
chute G, and cups pass down the chute into the 
trough. Secured to the under-side of the carriage 
is an f.h.p. motor M, with an integral reduction 
gearbox, for driving a which oscillates a 
mushroom-head pusher in line with the trough L. 

The carriage is urged towards the grinding 
throat by the action of the weight and cable 
system, and the mushroom-head pusher applies a 
constant feeding pressure to the stack of cups in 
the chute L (shown empty in Fig. 5). As the 
carriage moves forward, it contacts an adjustable 
stopscrew N. In this position, one of two striker 
screws on the carriage trips the switch P to engage 
the motor drive. Oscillated by the cam, the 
pusher thrusts against the stack of cups, and forces 
the carriage outwards, a constant pressure still 
being applied to the stack by the weight. At the 


cam 


front of the carriage, there are three spring-loaded 
pawls which engage the outermost cup of the stack 
to hold it square, and to maintain the feeding 
pressure when the pusher is withdrawn by the cam. 


Fig.4. This Timken-designed Re-orientating Unit 

is Installed to Ensure that Cups are Delivered 

Alternately to the Finishing Line with Their 
Broad and Narrow Faces Leading 
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As the pusher is withdrawn, a cup from the 
chute G passes downwards into the trough L, and 
occupies the space between the pusher and the 
end of the stack. When the pusher is again 
advanced, during the next oscillation cycle, it 
thrusts against the cup that has just been loaded, 
and the ‘carriage is again moved outwards, so that 
another cup can drop into tke trough, when the 
pusher is retracted. Cups are loaded during suc- 
cessive oscillatory cycles of the pusher, and the 
carriage is moved outwards until the switch P is 
re-set by the second striker screw R. The driving 
motor is then stopped, and the complete stack of 
cups is fed into the grinding throat of the machine 
as the carriage is urged forwards by the weight 
and cable system. When the carriage reaches the 
limit of its forward travel, the switch P is again 
re-set, and a further loading cycle is initiated. 


GAUGING EQUIPMENT FOR CUPS 


From each of the Cincinnati machines (U, Fig. 1 
and 3), rougli-ground cups pass, by way of a chute, 
into a single-deck spiral brush feeder, and are 
delivered to a second Cincinnati No. 3 centreless 
machine, for finish grinding. Both the finish-grind- 
ing machines are equipped with automatic loading 
arrangements of the type just described, and all the 
Cincinnati machines are fitted with Etamic gauging 
and size-control units. At present, the Etamic 
equipment on three of the machines provides a 
visual indication of work-size during grinding by 
means of coloured signal lamps. One of the 
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Fig. 5. Feed Mechanisms of the 
Type Here Shown are Fitted to the 
Cincinnati No. 3 Centreless Grinding 
Machines for Cups, which are also Pro- 
vided with Etamic Gauging Equipment 


roughing machines has been equipped 
with feed-back control for automatic 
adjustment of the grinding wheel, 
because of the higher rate of wheel- 
wear which this 
Eventually, however, all four mach 
ines will be thus equipped. 

A quality control check is carried 
out after finish grinding, and one cup 
is removed every 30 min. from the 
outlet chute of the second machine 
of each line. Checking is carried out 
with the aid of the bench-mounted 
equipment shown in Fig. 6, which is 
located between the secend Cincinnati machine, 
and the first of a battery of Heald 190 Centrimatic 
internal grinders. The outside diameter of each 
cup is measured by means of the adjustable gauge 


occurs at stage. 





6. This Bench-mounted 


Fig. 
Installed for Carrying Out Periodical Checks on 
Cups, for Size, Lobing, Tri-lobe Form, and Taper 


Equipment _ is 
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Fig. 7. The Bores of 
Cups are Finish-ground 
on a Battery of Heald 
180 and 190 Centrimatic 
Machines. This 190 
Machine has _ Federal 
Automatic Size Control 
Equipment 


A. Lower and side sup 

ports can be set to posi- 

tion the cup beneath a 

gauging jet, which is 

connected to a Solex 

manometer unit at the 

rear of the bench. The 

gauge A is supported on 

a bracket at the left 

hand side of the bench, 

and on the bench itself 

is mounted a 2-station 

gauge, and the  asso- 

ciated Taylor - Hobson 

dial-type — indicating 

units. A check for “lobing ” is carried out at the 

left-hand station, while the work is rotated between 

a V-support and a stylus-type gauging head, which 

is connected to one of the indicators. Two stylus 

heads are employed at the next station to ascertain 

whether the cup has a “tri-lobed”” form. The cup 

is finally checked for external taper by the sensitive 

dial-indicator gauge at the right of the bench. 
Cups are delivered by chute from each of the 

Cincinnati finish-grinding machines to a 4-deck, 

spiral brush-feeder, and thence to a turn-over unit, 

which serves the Heald and Timken machines for 

finishing the bores of the cups. From the feeder, 

the cups are delivered to an elevator, and thence 

to the band conveyor of a distributor unit at the 

rear of the bore-finishing machines. One of the 

distributors may be seen at V in Fig. 3, and both 

units are similarly indicated in Fig. 1. The con- 


veyor band circulates continuously, and its upper 
run moves over angularly-disposed support plates, 


mounted about 6-ft. above floor level. The struc- 
ture whereon the conveyor is mounted takes the 
form of a long, shallow cabinet, which houses the 
service mains for the line of bore-grinding 
machines. These service mains provide for the 
delivery and return of grinding coolant, and 
hvdraulic fluid, from and to centralized sources, 
also the supply of compressed air, and electrical 
power of both normal and high frequency. 

The service mains, including those housed in 
the distributor units for the cone-finishing lines, are 
connected by a main service trench below floor 
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level, to the service block, adjacent to the New 
Building. In this block is installed the plant for 
clarifying and pumping coolant for the grinding 
machines, as has already been mentioned. All the 
machines for grinding and honing cups and cones, 
and for grinding the ribs on cones, are hydraulically 
operated, and a central pumping installation cir- 
culates oil at a 150 lb. per sq. in. 
The system incorporates a by-pass centrifuge for 


pressure of 


continuous purification of the oil, and a stand-by 
pump unit. 

All bore grinders are equipped with high- 
frequency spindle heads, and the electrical supply 
for these generated by four motor- 
alternator sets, two further sets being provided as 


heads 1S 


reserves. 
produced on each line differ, it is necessary to run 
the spindles at different speeds. 
each of the four alternators is arranged to provide 
power of a suitable frequency for a particular line. 


Since the bore-sizes of the components 


In consequence, 


Anv alternator can be disconnected from one line 
and re-connected to another, and the frequency 
adjusted, in a few minutes, should a breakdown 
of any set of supply equipment occur. 


WORK-DELIVERY ARRANGEMENTS FOR 
BORE GRINDERS 


The distributor unit for one of the bore-grinding 
lines for cups may be seen at the rear in Fig. 7 
Cups are carried on the band, and move in contact 
with a guide strip A, at its lower edge. At intervals 
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along the conveyor, above the moving band, there 
are deflectors, which direct the workpieces into 


chutes leading to the three Heald 190 Centrimatic 


machines employed for grinding the bores of the 
large cups. One of these machines may be seen in 
the foreground in Fig. 7, and the delivery chute 
is indicated at B. On the parallel line for small 
cups, it may be noted, Heald 180 Centrimatic 
machines are employed, with delivery 
arrangements. 
When each chute 


similar 


leading to a Heald machine 
is full, the cups continue to move on the band 
until they reach a transverse chain conveyor C 
Then, the cups pass through a gap in the lower 
guide strip, and are transferred by the chain con- 
veyor to a second _horizontally- -disposed band, 
which moves in the opposite direction to the first, 
on top of the distributor unit. On this band, cups 
are carried to the head of the distributor, where 
they are deflected, through a gap in the guide strjp 
at one side, on to the first conveyor, and are 
re-circulated. Work-flow on the conveyor bands, 
and delivery of cups to the distributor, are con- 
trolled by limit switches, and the stock of cups 
maintained in circulation is sufficient to allow for 
routine stoppages—for example, to allow for 
replacement of the grinding wheels. 

The entry end of each chute leading to a Heald 
machine incorporates a_ re-orientating section, 
whereby the cups are turned through 90 deg., 
before they enter the main portion of the chute. 
Cups roll ‘down the chute, past a freely-rotating 
toothed-wheel D, which serves to control the 
and are released, one at a time, to a pair of carbide- 
tipped shoes located between the wheel head E 
and the backing plate fitted to the work-spindle 
of the machine. While the conical bore 
ground, the work is supported on the shoes, and 
is driven by the backing plate, with which it is 
held in contact. On most of the Heald machines, 
the arrangements for holding the work against the 
backing plate are generally similar to those 
described in Macuinery, 89/463—24/8/56. The 
machine shown in Fig. 7, however, is provided with 
a magnetic backing plate, and the usual clamping 
ring is not required. 

This machine—the last in the line for large cups 


is being 


—is equipped also with Federal equipment for 


the control of bore size. Control is effected by 
means of a fork-type gauge, which is in position 
in the bore of the cup while it is being ground, 
and is connected to the unit F. During each 
cycle of the machine, under the automatic control 
system, the grinding head is advanced at a rapid- 
approach rate, and the bore is then ground to a 
diameter that is 0-0004 in. below finished size. 
The head is then withdrawn, the grinding wheel is 
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automatically, compensation is made for 
the amount of wheel material that has been 
removed, and the head is again advanced into the 
bore, to grind the part to finished size. Finally, 
the head is withdrawn, and the cup is auto- 
matically ejected. At the top of the control unit F 
there are three signal lamps, which are illuminated 
to int lic ate the cycle. A 
green lamp signifies that the preliminary grinding 
an orange lamp, the deessing 
During 
amount of metal removed is indicated 


dressed 


various stages of the 
stage is In progress; 
stage; and a red lamp, the finishing stage. 
grinding, the 
by means of a large dial gauge below the lamps. 
This Federal control equipment has been found 
particularly effective in connection with the grind- 
ing of cups for bearings which must have close 
assembly limits. These bearings are required for 
certain applications, for example, the differential 
assemblies of motor cars. 


GAUGING CUP BORES 
At regular intervals, » checked for bore- 


size by patrol inspectors, ay a gauging station is 
installed between the third Heald 


© ups a 


sec ‘ond and 





Fig. 8. 
is Checked with this Equipment. 


Periodically, the Tapered Bore of a Cup 
The Bore 
Diameter is Indicated by the ‘* Stand-up ”’ of an 
Air Gauging Plunger, which is Registered on an 
Associated Mercer Dial-type Instrument 
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Fig. 9. One of the 
Timken - designed Ma- 
chines for Honing the 
Tapered Bores of Cups. 
Abrasive Tape is Em- 
ployed as the Honing 
Medium, and is Held in 
Contact with the Work 
by an Oscillating Shoe 


machines of each line. 


A gauging © station is 
shown in Fig, 8, and the 
equipment comprises an 
air - operated gauging 

plunger, and an asso 

ciated Mercer dial-type 

instrument. The gauging 

plunger is mounted in a 

bracket, above a lapped surface plate on which 
the cup to be checked is placed. At the lower 
end of the plunger is secured a tapered adapte1 
to suit the size of cup. By resetting a valve at the 
front of the gauging unit, the plunger is thrust 
downwards by air pressure, so that the adapter 
is engaged with the bore of the cup. The gap 
between the lower end of the adapter and the sur- 
face plate controls the flow of air from an associated 
jet, which is connected to the Mercer indicator. 
The arrangement is such that the diameter of th 

bore is indicated by the “ stand up ” of the adapter, 
which must lie between limits set by pointers on 
the dial of the instrument. Master cups are em- 
ployed for setting the Mercer gauge, and a set of 
masters and adapters is provided for the complete 
range of cups produced. 

From each of the Heald machines, large cups 
are delivered by chute to a belt conveyor, which 
is located between the machines of each group 
and the associated distributor. On the belt con- 
veyor, transferred to the elevator G 
Fig. 7, from the top of which they roll, by way 
of a chute, to the second section of the angularly- 
disposed band conveyor of the distributor. From 
this second section, cups are deflected into the 
chutes of two machines (W, Fig. 1) on which the 
bores are honed. The arrangements of the second 
half of the distributor are generally similar to those 
that have already been described, and when the 
chutes are full, cups are transferred by a chain 
conveyor to the horizontal band and 
are re-circulated. 


cups are 


conveyor, 
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TIMKEN BORE-HONING MACHINES 


The machines for honing the bores of the large 
British 
Timken, Ltd., and a typical unit is shown in Fig. 9. 


cups were designed and developed by 
Honing is effected by abrasive tape, which is 
drawn from a bulk-supply on the reel H. The 
tape passes, over guiding and tensioning rollers, 
to a honing shoe that projects from the head J, 
and thence, over further guide rollers, to a feed 
unit K.  Pivotally mounted, the head J can be 
adjusted angularly in the vertical plane, with 
reference to a protractor scale, in order that the 
shoe may be set so as to support the tape in 
contact with the surface of the bore to 
be honed, Within the head, the shoe is supported 
on leaf springs, and can be oscillated rapidly, over 
a fixed stroke, parallel to the bore surface. 


conic al 


From the distributor at the rear, cups-are fed 
down an inclined chute L to a Joading unit 
mounted on the front of the workhead of the 
honing machine. The leading cup in the chute 
rests in the position indicated at M. In Fig. 9, the 
machine is shown with a workpiece loaded in posi- 
tion and the honing operation in progress. At 
the start of cycle, a bifurcated lever N is 
swung downwards to carry the cu» from the posi- 
tion at M, round an arcuate guideway, until it 
comes to rest on a pair of idler support rollers 
located in f a rotating magnetic plate. 


each 


front o! 
Sufficient clearance is provided between the arms 
of the bifurcated lever to allow the workpiece, 
which is driven by the magnetic face plate, to 
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retate freely on the supporting idler rollers. 

With the cup rotating, the honing head is moved 
inwards, and then downwards, by hydraulic means, 
so that the abrasive tape is held against the cup- 
bore by the shoe. This shoe applies a pre-set 
pressure for a specific period, governed by a timer, 
during which the cup bore is rough-honed. At 
the end of this period, the head is lifted, hydrauli- 
cally, to allow the abrasive tape to be advanced 
by the feed unit K, so that fresh tape is positioned 
around the shoe. Next, the head is again lowered, 
to apply the fresh abrasive tape to the bore for a 
further specified period, governed by a second 
timer, during which the bore is finish-honed. 

At the end of the second, or finish-honing stage, 
the head J is lifted, and then retracted from the cup 
bore, fresh tape being advanced during this move- 
ment. At the end of this movement, the bifurcated 
lever N is swung upwards, and, at the same time, 
outwards, Next, the finish-honed cup is lifted 
by the lower arm of the lever, and, since it is 
no longer held against the back plate of the load 
ing unit, it rolls sideways over the front  sup- 
porting roller, through a gap in the arcuate guide- 
way, and into the chute P. This chute leads to 
an elevator serving a 4-deck, spiral-brush feeder, 
and as the cup rolls downwards it passes through 
a de-magnetizing tunnel at the left-hand side of the 
honing machine. During honing, a mixture of 1 
part of sulphurized honing oil and 9 parts of 
“ 300” burning oil is applied, to remove the fine 
particles of metal produced, and at this operation 
a finish of 4 to 8 micro-inches is obtained in the 


workpiece bores. 
Honed cups are delivered from the brush feeder 
at the end of each cup line to a degreasing unit X, 
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Fig. 1, where they are cleaned by high-pressure 
jets of distillate, which are directed on to them, 
from above and below, as they move on a twin-lane 
mesh belt. The distillate is continuously cleaned 
by means of a centrifuge. After they have been 
washed, the cups pass, by way of spiral-brush 
feeders and chutes, to a visual inspection station 
seen in Fig 10, where they are subjected to a 100 
per cent check by two female inspectors. The 
cups roll down a chute R to a track in front of the 
first inspector, seen at the right. Of an S-form in 
plan, the track is built up from rods, and the open 
construction facilitates The track is 
arranged so that the cups are disposed at a slight 
angle, and their bores are readily visible to the 
inspectors. A mirror is mounted on the side of 
the track opposite to the inspector at each station, 
and enables the rear faces of the workpieces at each 
position to be viewed by reflection. Cups are rolled 
along the track by the first inspector, using a length 
of brass wire, and then pass by way of the inclined, 
middle section to the second station. Here, the 
face which was away from the inspector at the first 
position is presented towards the second inspector. 
Cups are checked for finish, presence of chamfers, 
marking defects and surface cracks. The thin 
distillate left on the cups from the 
washing stage, it may be noted, emphasizes any 
cracks or flaws. At each station, the upper front- 
rail of the track is interrupted, and any faulty 
workpieces are deflected from the track by the 
inspectors, and fall into a chute below. The end 
of the second section of the inspection track com- 
municates with a chute, whereby the cups are 
delivered to a greasing installation (Y, Fig. 1). 
Here, they travel on a moving belt through a bath 
of heated grease, which provides a 
protective coating, and, after draining, 
are delivered to a packing station (Z, 
Fig. 1) where they are fitted to pre- 
assembled cones, cages and rollers. 


4 
\ 


viewing. 


coating of 


ul ie, 
1ging 


Automatic air ga equipment 
is shortly to be installed, and one 
unit will be located at the end of each 
cup line, before the greasing installa 


Fig. 10. Cups are Visually Inspected, 

on a 100 per cent Basis, at this Station, 

where they are Fed along Tracks, Past 

Operators who Inspect Each Side in 

Turn. Faulty Cups are Deflected from 

the Tracks into Chutes which Direct 
them into Bins 
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tion. Each unit will be capable of measuring bore 
size, bore angle, cup width, and external diameter. 
Provision will be made on each unit for automatic- 
ally rejecting those workpieces that are not within 
prescribed limits. 

One group of work-people tend both cup lines. 
One setter and one operator, working on day shift 
only, serve the first two operation stages (Gardner 
and Cincinnati machines). The third and fourth 
operation stages (Heald and Timken machines) are 
run on three shifts, and are tended by one setter 
and one operator per shift. When the automatic 
gauging equipment is installed, final inspection will 
be carried out by two inspectors, who will work on 
day shift only. 


CONE RE-ORIENTATING UNIT 


Like the cup-finishing section, the section for 
finishing cones is divided into two lines, and pro- 
vides for processing two different sizes of cones, 
simultaneously. Hardened and tempered cones 
are fed by vibratory feeders and chutes from the 
hoppers a. Fig 1, to a Rowland duplex face-grind- 
ing machine b. This machine is provided with a 
dial-feed mechanism, also automatic sizing and 
control equipment. It may be of interest to note, 
moreover, that the wheel spindles of the Rowland 
machine, and of the Gardner machine for cups, are 
fitted with Timken tapered-roller bearings. The 
Rowland machine is operated for one 8-hour shift 
per day, and supplies both cone-finishing lines. 
Batches of cones of one size are ground at a time, 
and are stored in a spiral brush-feeder, or a hoppe: 
between the Rowland machine and the 
ends of the lines. 


starting 


Cones are fed from the hoppers a, Fig. 1, with 
their large ends either to the right or left, and before 
cones enter the Rowland machine it is necessary 
that thev should be arranged with their large ends 
on the same side of the delivery chute. A simple 
but effective, re-orientating unit is incorporated in 
the chute and is shown in Fig. 11, where the 
section of the chute leading from the hoppers is 
indicated at A. As mav be seen, the chute has two 
branches, one of which is in line with the section 
\. The other branch, B, curves to the right (look- 
ing in the direction of cone travel). The curved 
portion of the branch B subtends an angle of about 
160 deg., and the bottom plate of the chute termin- 
ates at the end of this portion, so that a cone can 
drop into the lower chute C. This latter chute 
follows an angular path, and is finally aligned 
with the entry chute D of the Rowland machine. 
The straight upper chute of the re-orientating unit 
is also aligned with the chute D, but is positioned 
above it, and the length of the bottom plate of the 
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Fig. 11. 
in the Chute that Delivers Cones to a Rowland 
Duplex Face-grinding Machine, and Ensures that 
the Cones Enter the Machine with their Large 


This Re-orientating ‘** Point ’’ is Installed 


Ends Facing in the Same Direction. This Unit 
can be Adjusted to Take Different Cones 


upper chute is such that a cone passing along it 
eventually drops into the chute D and thence to the 
Rowland machine. 

Mounted above the junction of the straight and 
curved chutes of the unit is a reversible plate E, 
to which are secured upper and lower guides. 
Each guide has one straight, and one curved, arm, 
and the arrangement is such that, when each is 
positioned below the plate E, there is a gap 
between the straight arm and the left-hand side ot 
the chute (looking in the direction of cone travel), 
and between the curved arm and the right-hand 
side of the chute. If a cone rolls down the chute A 
with the rib at its large end to the left, the rib 
passes into the gap between the straight arm of 
the guide and the left-hand side of the chute. In 
consequence, the cone is directed down the 
straight, upper chute of the re-orientating unit, 
and drops into the chute D, with its larger end still 
at the left. 

When a cone rolls down the chute A with its 
large end to the right, the rib at that end enters 
the gap between the curved arm of the guide and 
the side of the chute B. It is directed round the 
chute B, and drops, through the gap in the lower 
plate, into the chute C. During this movement, 
it has been turned through about 160 deg. relative 
to its original setting, and it enters the chute D 
with its large end to the left—that is, on the same 
side as for the cones delivered by the upper chute. 
The upper and lower guides on the plate E cater 
for cones of different diameters, and can readily 
be brought into use by releasing four nuts and 
reversing the plate. 
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MAGNETIC ELEVATOR 


From the re-orientating unit, cones pass down 
a curved chute, and enter semi-circular seatings in 
the feed-dial of the Rowland machine, one at a 
time. The dial rotates in the vertical plane, and 
is positioned between the grinding wheels. Cups 
are carried round on the dial, to pass between the 
wheels, and after they have been ground, drop into 
a chute that leads to a vertical elevator. This 
elevator differs from the others in the N.B. plant, 
since it is not of the standardized chain-and-peg 
design, but is of a recently-developed magnetic 
type. A close-up view of the upper end of the 
elevator is given in Fig. 12, and it will be seen that 
it incorporates a moving belt F, of _ plastics- 
reinforced fabric. This belt passes over pulleys at 
the upper and lower ends of the supporting frame- 
work, which is constructed from. steel 
The upper pulley is driven by a motor, with an 
integral reduction gearbox, and the run of the belt 
seen in Fig. 12 moves upwards over a continuous 
series of permanent magnets, mounted between the 
side-members of the supporting frame. 

The chute from the Rowland machine terminates 
in front of the belt, at the lower end of the elevator, 


sections. 





The Elevator on the Outlet Side of the 


Fig. 12. 

Rowland Machine Differs from the Others in the 

N.B. Plant, and Incorporates Banks of Magnets 

for Holding the Cones on an Upwardly-moving 
Belt 
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and cones are attracted to, and held on, the belt 
by magnetic force. Carried upwards on the belt, 
the cones enter a casing which surrounds the belt 
at the upper end of the elevator, and are thrust 
sideways by a deflector blade, towards the chute 
G. A heavy-duty electro-magnet-H is mounted 
on the outside of the casing, and serves finally to 
pull the cones from the belt, and into the chute. 
Once a cone is clear of the belt, is passes down 
the chute, through the de-magnetizing tunnel J, 
and into the standard Timken re-orientating cage K. 
As it drops through this cage, it is turned through 
90 deg., and subsequently enters either of the two 
chutes that connect the elevator to the storage units 
for the two cone-finishing lines. 

A general view of one of the two parallel cone- 
finishing lines is given in Fig. 13, and the magnetic 
elevator may be seen in the foreground, with the 
two delivery chutes extending to either side. Cones 
are directed into each chute as required by a simple 
pivoted deflector. It may be noted that the 
arrangements for feeding workpieces to the 
machines in each line are generally similar to those 
that have been described in connection with the 
finishing of cups. A distributor unit, incorporating 
angularly-disposed and horizontal band conveyors, 
is located at the rear of the machines in each line, 
and cones are deflected from the angularly-disposed 
conveyor into the delivery chute of each machine. 
If the chutes of a group of machines are full, cones 
are transferred by transverse chain conveyors to 
the horizontal band, which moves in the opposite 
direction to the angularly-disposed band. On the 
horizontal band, workpieces are returned to the 
head of the group, and are there deflected back on 
to the first band, for. re-circulation. 


DRUM FEED UNIT 


The 4-deck spiral brush-feeder that serves one 
cone-finishing line may be seen at the extreme left 
in Fig. 13, and is indicated at c, in Fig. 1. Since 
the plant was originally laid down, it has been 
found that cones with narrow ribs tend to lock 
in the spiral tracks of such feeders, and a different 
type of storage unit (d, Fig. 1) has been installed 
for the other finishing line. This storage unit is 
shown in Fig. 14, and the chute whereby cones 
are delivered from the magnetic elevator is indi- 
cated at L. 

Cones fall into the bulk storage hopper M, which 
is provided to avoid an excessive load on the 
rotating drum feeder N. A Riley Stoker vibrator 
unit is fitted to the hopper to facilitate delivery 
of the cones to the feeder N, and is controlled by 
means of the Syntron unit mounted at the side of the 


hopper support frame. Cones pass, one at a time, 
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into seatings in the feed drum, which is driven by 
an f.h.p. motor, through a reduction gearbox. As 
the drum rotates, the cones are transferred to the 
chute P, down which they roll to the pick-up posi- 
tion at the lower end of the elevator R. This 
elevator is of the standard Timken chain-and-peg 
design, and the cones, carried upwards on the 
pegs, are deflected into the chute S. As they pass 
down this chute, the cones are turned through 
90 deg., and are delivered to the angularly-dis- 
posed band of the distributor unit, at the left, with 
their large ends downwards. 

The guide strip at the lower edge 
of the conveyor band (with which 
the cones make contact as they travel 
along the distributor) incorporates a 
hinged section, just visible at T in 
Fig. 14. Normally, this section is 
maintained in line with the remainder 
of the strip by a counterweight, but 
if the number of cones that are cir- 
culating on the distributor is exces- 
sive, their weight deflects the strip, 


Fig. 14. To Avoid Interlocking of 
Certain Sizes of Cones, This Hopper 
and Drum Feeder are Employed for 
the Storage and Delivery of Cones 
at the Head of One Finishing Line, in 
Place of the Usual Spiral Brush Feeder 
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Fig. 13. A General 
View of One of the Two 
Parallel Cone-finishing 
Lines. Work is De- 
livered Automatically to 
each Machine by Dis- 
tributor Conveyors at the 
Rear of the Line 


and an associated limit 
switch is actuated. This 
switch is connected to 
the driving motors for 
the elevator and disc 
feeder, which are then 
stopped, so that feeding 
of the cones 
When the number of 
cones on the band con- 


ceases. 


veyor has been reduced, 
the hinged section resumes its normal setting, and 
feeding is resumed. 


CONE-FINISHING LINES 


Similar operations are performed on each cone- 
finishing line. Cones are delivered first to one of 
two Cincinnati No. 1 Microcentric race-grinding 
machines in each line, on which the conical roller 
track and the face of the small rib is finished. 
Each cone is fed from an upper chute on to two 
work-supports in front of an electro-magnetic driver 
plate on the work-sp'ndle of the machine. At the 
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end of the grinding cycle, the cone is deflected 
into a lower chute, which passes through a de- 


magnetizing tunnel. By way of this chute, cones 
are directed to a band conveyor at the rear of the 
Cincinnati machines, and are delivered to a chain- 
and-peg elevator, which returns them to the 
angularly-disposed band conveyor of the distri- 
butor unit. Each Cincinnati machine is fitted 
with automatic control equipment, whereby the 
abrasive wheel is dressed after 7 to 10 cones have 
been ground. 

The cones pass along the second section of the 
distributor band, and are deflected into chutes 
serving three Heald 190 Centrimatic machines for 
grinding the bores. These chutes differ from the 
conventional U-section type associated with the 
Cincinnati machines, and each consists of a side- 
plate with upper and lower L-shaped strips which 
embrace the rib at the large end of each cone. 
Consequently, the cones are fed towards the Heald 
machines with their large ends in contact with 
the chute side-plate, and their small ends extending 
outwards. The Heald machines are fitted with 
Sizematic gauging equipment, whereby the bore of 
each cone is checked automatically by means of 
a plug gauge, and the grinding wheel is dressed 
during each cycle. 

From the Heald machines, the cones are passed 
back to the distributor, whence they are fed by 
chute to either of the rib-grinding machines. These 
machines were designed by British Timken, Ltd., 
and the second machine of the right-hand line (as 
viewed in the direction of work flow) is shown in 
Fig. 15. The delivery chute for cones is indicated 
at U, and the workpieces roll down to a transfer 
unit mounted on the work-head of the machine. 
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Fig. 15. One of the Timken-designed 
Automatic Grinding Machines for 
Finishing the Ribs at the Large Ends 
of Cones. Each Cone is Held on a 
Magnetic Face-plate on the Work- 
spindle, and, after it has been Ground, 
Passes Through a De-magnetizing 
Tunnel in the Outlet Chute 


This transfer unit is somewhat similar 
to that fitted to the Timken machine 
for honing cups. In this instance, 
however, there is a swinging lever 
with a plug which enters the bore of 
the cone at the pick-up position. The 
arm is then swung downwards, by the 
action of a hydraulic cylinder, to posi- 
tion the cone in front of the magnetic 
face-plate on the work-spindle, where 
it is supported on a pair of rollers. 

The wheel-head of the machine, seen at the 
right in Fig. 15, is fed inwards towards the work- 
piece by means of a vertically-moving wedge, 
coupled to the piston rod of a hydraulic cylinder. 
Initially, the wheel-head is fed inwards at a fast 
rate until the wheel makes contact with the rib of 
the cone. Then, as the load on the driving motor 
increases, the rate of infeed is automatically re 
duced to that required for the grinding operation 
proper. When the grinding has been completed, 
the wheel is rapidly withdrawn, after a pre 
determined spark-out period. Next, the transfer 
arm is moved outwards, and upwards, to 
pick up the next cone, and the workpiece that has 
just been ground is thrust into a chute below the 
work-support rollers. 

This chute is bent through an angle of 90 deg., 
and the bottom member is cut away at the end of 
the curved portion, so that the cone can fall into 
the chute V below. By this arrangement, the 
cone, which was held on the magnetic face-plate 
with its small-end outwards, passes down the chute 
V with its small-end inwards. As it rolls down 
the chute, it passes through a de-magnetizing tun 
nel W, and thence to a helical portion at the lower 
end of the chute, whereby it is turned through 
90 deg. before it is delivered to the band conveyor 
at the rear of the machine, with its large-end down- 
wards. From the band conveyor, cones are de 
flected into a chute X, which leads to the loading 
position at the bottom of the elevator Y. This 
unit is of the chain-and-peg type, but, in this 
instance, the pegs are arranged at 90 deg. to the 
chain pivot pins. The cones are carried upwards 
and are delivered to a 4-deck, spiral brush-feeder 
at the end of the line, as indicated at e in Fig. 1 
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At pre-set intervals, the angle between the rib 
and the track of a cone is checked by means of an 
optical projector, and Mercer air gauging equip 
ment is provided for an occasional check of the 
Machines, similar to 
those used for cups, have been designed and de 
veloped by British Timken, Ltd., for honing the 
roller tracks of the cones after the ribs have been 
These machines are now being built, and 
should be installed before the end of the vear. 

From the spiral brush feeder at the end of each 
finishing line, cones are delivered to a cleaning 
unit, where thev are carried on a belt through 
iets of distillate. After they have been cleaned, 
subjected to a 100 per cent visual 


diameter of the cone bores. 


ground, 


cones are 


inspection, similar to that for the cups. Automatic 


air gauging equipment will shortly be installed, and 
will provide for measuring the diameter of the 
hore, the diameter of the roller track, the angle of 
the roller track, the overall width, and the thickness 
of the rib on each cone. 

After the final inspection stage, the cones from 
each line are graded for track diameter, using 
equipment that incorporates a precision indicator 
gauge, with the dial divided into coloured seg- 
ments. After being graded, the cones are delivered, 
in batches of one grade, to a semi-automatic 
machine, where the rollers and cages are assembled 
to them, to form complete inner races. Rollers, also 
graded and batched, are delivered from an adjacent 
section, which will be considered later, and cages 
are supplied, as finished products, from the press 
shop of the main factory 
The 
are similar to those used 


assembly machines 
in the main plant, and 
have been desi ribed il} 
Macurery, 91/420— 
23 51. Rollers are 
batches of 


and a 


delivered in 
different 
grade is selected to suit 


grades, 


the batch of cones that is 


Fig. 16. General View 
of the Roller-finishing 
Section of the N.B. 
Plant. There are Two 
Parallel Lines Compris- 
ing Centreless Grinding, 
and Spherical-end Grind- 
ing Machines, Connected 
by Rotating-spiral Con- 
veyors 
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being handled. Inner-race assemblies are passed 
through a washing unit, and are 
with protective grease, by immersion, 

As in the cup-finishing section, one group of 
work-people tend both cone-finishing lines. Face 
grinding (Rowland machine) and assembly are ca 
ried out for one shift per day, and the remaining 


finally coated 


operations for three shifts. One setter and one 
operator per shift are responsible for the Rowland 
and Cincinnati machines, and two setters and two 
operators per shift tend the Heald and Timken 
machines. One operator is r quired for each of the 


assembly machines 


ROLLER-FINISHING SECTION 


At present, two different types of rollers are 
required for the bearings produced in the N.B. 
Plant, and they are finished on two parallel lines, 
one of which is indicated at f in Fig. 1. Work 
lines, which are 


flows continuously along the 


equipped with similar machines. The equipment 
provides for the production of rollers, of each main 
type, in a number of different grades, or size groups. 
The size-difference between grades is 0-00025 in. 
(on body diameter), and rollers are later sorted into 
half-grades, which differ by 0:000125 in. Rollers 
are delivered, in bulk, to the finishing section from 
the main factory, where the earlier operations in 
the production sequence are performed. These 
operations include heading, barrelling and harden- 


ing, and are carried out on a batch-production 
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basis, using conventional machines and equipment. 

A general view of the roller finishing department 
is given in Fig. 16, looking from the left-hand 
end of the lines (as viewed in Fig. 1). Operations 
start at the opposite end, and, on each line, the 
first stage consists of rough-grinding the bodies of 
the rollers on a standard Cincinnati No. 2 centre- 
less machine, equipped with a hopper feed me- 
chanism and a spiral control drum. From 0-005 to 
0-010 in. (on diameter) of metal is removed at this 
stage. From the outlet side of the first machine, 
the rollers are fed, by chute, to an angularly- 
disposed, rotating-spiral conveyor, whereby they 
are delivered to the hopper of a second Cincinnati 
machine. This machine has equipment similar to 
that of the first, and provides for semi-finishing the 
rollers, from 0:004 to 0-005 in. (on diameter) of 
metal being removed. Next, the rollers are fed 
by way of a spiral conveyor to a machine on which 
their large ends are ground to a spherical form. 
On this machine, which was built in this country 
to American Timken design, the rollers are carried 
between spring-loaded rotating plates, whereby 
their large ends are presented to a cup grinding 
wheel. Finally, the body of each roller is finish- 
ground on a Cincinnati No. 2 machine, with similar 
equipment to that provided for the first two stages, 
and 0-002 in. (on diameter) of metal is removed. 
From the last Cincinnati machine, rollers are passed 
through a washing unit, and are then dried by 
feeding them through a spiral conveyor, which is 
electrically heated. From this conveyor, rollers are 
delivered to the hopper unit of a mechanized 
inspection station, where they are subjected to a 
visual check. 


MECHANIZED VISUAL INSPECTION 


A close-up view of the inspection station is given 
in Fig. 17. The operator is seated in front of a 
bench, whereon is mounted a work-support, which 
incorporates a power-driven inner drum. This 
drum is rotated in an anti-clockwise direction, 
through a worm and wheel, and is surrounded by 
a cage, which is free to rotate. A layshaft is 
pivoted below the drum, and is driven by a belt 
from the drum-shaft. This layshaft carries a friction 
disc, which engages a similar disc mounted on the 
cage, and drive can thus be transmitted from the 
drum Shaft, through the layshaft, to the cage, the 
latter then rotating in a clockwise direction. 
Rotation of the cage can be started and stopped 
by tilting the layshaft, and a lever is provided, 
which forms an extension of the shaft, and is con- 
trolled by the operator's left hand. 

Rollers are fed, from the hopper above the 
bench, through an escapement mechanism, which 
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Fig. 17. 

100 per cent Basis at this Bench Station, which 

is Provided with Equipment for Rotating the 

Rollers Continuously and Indexing Each in Turn 
to the Viewing Position 


Rollers are Visually Inspected on a 


is actuated by a vertical shaft, oscillated from the 
drum-driving mechanism. The rollers are delivered, 
one at a time, down a tube to the left-hand side of 
the unit, where they enter one of the slots in the 
cage. The drum and cage are of conical form, and 
the roller rests in the cage with its small end 
in contact with the lower end of the slot. Due 
to the motion of the drum, the roller is continuously 
rotated at a slow speed, and, by engaging the cage 
drive, it can be brought to a position under a mag- 
nifying lens, which is adjustably mounted on an 
pillar at one side. The cage-drive is then dis 
engaged, so that the roller rotates slowly in the 
viewing position. Inspection is facilitated by the 
bright illumination provided by an overhead 
fluorescent lamp, and a mirror is adjustably 
mounted at the rear of the drum, in order that the 
large end of the roller may be viewed. 

When the inspector has satisfied herself that 
the roller is satisfactory—or has removed it from 
the cage and placed it in one or other of two bins 
at the right of the bench if it is faulty—she engages 
the drive to the cage, to bring the next roller into 
the viewing position. Rollers that have passed 
inspection are carried in a clockwise direction, by 
successive movements of the cage, and when they 
reach the “ 3-o’clock ” position fall into a chute at 
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the right, and thence into a work-pan below the 
bench. 

After visual inspection, rollers are passed, in 
batches, to one or other of the two Timken-designed 
grading machines at the end of each line, as seen 
in the right foreground in Fig. 17. These machines, 
which are hopper-fed and automatic in operation, 
are similar to those described in MACHINERY, 
91 /422—23/8/57. The machines segregate the 
rollers into over- and under-size grades, also into 
nine intermediate diameter groups, which differ 
by 0-000125 in. In practice, however, in order to 
facilitate assembly, rollers are finished-ground to 
an accuracy such that their diameters rarely lie 
outside the middle three or four grades. Finally, 
the graded rollers are washed, stored, and with- 
drawn, as needed, to meet assembly requirements. 


PACKAGING 


Assembled mer rac es—each COMprising a cone, 
cage, and set of rollers—are matched to cups at 
the packaging station at the end of the cup- 
finishing line. Complete bearings, or separate 
matched cups and inner race assemblies, are packed 
into cylindrical cartons. At present, this work is 
performed manually, as are the final capping and 
stamping of the cartons. A packing machine is 
now in the final stages of development, however, 
and will be capable of inserting bearings in cartons 
at a rate of 42 per min. Four of these machines 
will eventually be installed. 


FUTURE DEVELOPMENT 


British Timken, Ltd.. do not consider that the 
N.B. plant can ever be regarded as complete, since 
there are continual developments, whereby old 
problems can be solved, on improvements can be 
made. Already, many of the outstanding problems 
associated with the automatic production of bear 
ings have been solved technically, and the intro 


duction of the necessarv new equipment depends 
solely upon sufficient standardization by bearing 
users to make such equipment economically justi- 


fiable. It is not considered that the degree of 
mechanization and automatic control in the British 
plant will approach that in the comparable plant 
of the American Timken company, since there is 
less standardization of bearing sizes here than in 
the U.S.A., British wage rates are lower, and cer 
tain machines and items of equipment, which can 
only be purchased from America, would involve 
the expenditure of dollars. 

Apart from obvious benefits to consumer and 
manufacturer, which arise from reduced production 
costs, the N.B. project has many other advantages 
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Working conditions in the automatic plant are 
excellent, and the building is clean, light, and air- 
conditioned. The accident rate has been reduced 
to a remarkably low level, since the operators’ 
hands need only be in contact with the mechanisms 
of the machines during tool change-overs, and 
manual loading has been completely eliminated. 
With the introduction of mechanized loading for 
furnaces and quenching presses, the discomforts 
associated with working close to heat sources, and 
in oil fumes, have been minimized, and, in general, 
all heavy manual work has been eliminated. 

It was planned, initially, that as factory em- 
ployees became more experienced in the working 
of the lines, and the lines themselves became more 
stabilized, both operators and supervisors would be 
circulated from one section to another. This system 
is now in operation, and not only provides a broad 
supervisory experience, but also helps to eliminate 
any boredom among operators, who might other- 
wise continually be performing repetitive tasks 
In these various ways, British Timken are trying 
to create a factory that is technologically and 
economically worthwhile, and provides working 
conditions of the best modern standards. 

In the future, the company plan to apply the 
results of technological developments to the N.B. 
plant as they become available and economically 
justifiable. It has already mentioned, for 
instance, that it is intended to incorporate auto- 
matic final-gauging and inspection machines for 
some bearing sizes, in the near future. Moreover, 
the techniques practised, partially or completely, 
in this factory will be installed elsewhere in the 
Timken factories, if they are considered suitable. 
Thus, the experience gained will be applied to the 
design and construction of similar production lines, 
whenever the volume of production permits. In 
this connection, it should be mentioned that the 
company has recently designed and started to build, 
a new factory at Daventry, of approximately the 
same area as the N.B. plant. This new factory 
will have automatic production lines for the manu- 
facture of those larger Timken tapered roller bear- 
ings associated with railway applications, and is 
planned to be in full production next year. 


been 


THe PRODUCTION OF PORTABLE POWER TOOLS in 
the first quarter of 1957 reached a total value of 
£4,203,000, of which £1,587,000 was for export. 
In the second quarter of the year, tools to the value 
of £4,116,000 were produced, and exports totalled 
£1,533,000. For comparison, it may be noted 
that the values for production in the first and 
second quarters of 1956 were £2,700,000 and 
£4,164,000, respectively. 
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The Re-servicing 


The economic advantages of tungsten carbide 
tooling can be fully realized only by careful atten- 
tion to the correct methods of servicing employed 
at the -correct times. In this article, based on 
material supplied by Wickman, Ltd., are discussed 
both grinding by conventional methods, and the 
recently developed spark-erosion process for ser 
vicing carbide tools. It includes some recom- 
mendations which may prove helpful to those who 
want to get the best from carbide tooling. 


TUNGSTEN CARBIDE STRUCTURE 


Tungsten carbide has a granular structure, and, 
for this reason, the individual grains are liable to 
chip or flake-off, if pressure or shock is applied 
when the material is not adequately supported. 
It is important to bear this fact in mind in con- 
nection with the re-servicing of carbide tools, and, 
when grinding, it must be ensured that the wheel 
rotates into the tool, as indicated in Fig. 1, and 
not away from it. Unless this precaution is 
taken, the grains of carbide on the edge of the tool 
are unsupported, and may flake-off, leaving irregu 
larities which will result in poor performance. 

A tool which has been ground on the periphery 
of a wheel will have a concave front clearance, and 
the effective support for the edge will, therefore, 
be reduced. Then, under cutting pressure, early 
deterioration of the edge is likely to occur, as will 
be evident from Fig. 2. Similarly, too much front 
clearance is liable to result in breakdown of the 
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of Carbide Tools 


For general work, a front clearance 
of between 4 and 5 deg. has been found satis 
factory and will provide adequate support for the 
edge of the tungsten carbide tip. 


cutting edge. 


GRINDING WHEELS 


To ensure efficient re-servicing of carbide tools, 
it is important that the grinding wheel is of the 
correct type and grade. 

For this purpose, wheels incorporating the fol 
lowing abrasives are employed: silicon carbide 
aluminium oxide, and diamond. Grinding wheels 
have also been made from boron carbide, but, at 
the present stage of development, this material 
does not appear to be satisfactory for stock removal, 
and is more suitable for burnishing operations 

As a matter of interest, it noted that 
silicon carbide and boron carbide are of approxi 
mately the same hardness, whereas diamond_ is 
nearly four times as hard, and, for this reason, is 
much more effective than the other abrasives men 
tioned. On the other hand, it is expensive. 

Grinding wheels are made from grains of uniform 


may be 


size, and, in general, the coarser grains ensure more 
rapid stock removal. 


However, rapid cutting is 
achieved at the 


expense of finish, and 


several successive grinding operations are 


surface 
often 
performed with wheels of progressively smalles 
grain size, For polishing, grain sizes of the ordes 
of 300 to 400 mesh are commonly employed 
The properties of the bond material, which holds 
the abrasive grains, have an important 
influence on the performance of the 
grinding wheel. It will be apparent 
that the harder the bond, the more 
securely will the individual grains bi 
retained. After an abrasive grain 
has been in operation for some time, 
the cutting edge becomes dull, and 
the forces tending to pull the grain 


Fig. 1. When Grinding Tungsten 

Carbide, the Wheel Should Rotate 

** Into ’’ the Tool, as Here Shown, and 
not Away from it 
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Pressure 


Fig. 2. Unless the Car- 
bide Tip is Adequately 
Supported, the Cutting 
Edge will Rapidly 
Deteriorate. (left) Tool 
with Adequately Sup- 
ported Tip. (centre) 
Tool with Too Much 
Front Clearance. (right) 
Tool Ground on Peri- 
phery of Wheel 











out of the bond are then increased. In wheels with 
a soft bond, the abrasive particles are pulled out 
when the cutting efficiency has deteriorated only 
slightly \ wheel, therefore, always 
cuts with sharp edges, so that rapid stock removal 
can be expec ted 


soft-bond 


For the Same reason, the lite ot at 
soft-bond wheel is relatively short 

\ soft-bond wheel, moreover, is much more sus 
ceptible to accidental damage and grooving, and 
such wheels are more suitable for machine grind 
ing operations, where cutting pressures are con 
trolled, than for off-hand grinding 

It is the usual practice to employ metal-bonded 
wheels for the latter purpose, 


much likely to be 


inadvertently 


because they are 


less damaged if an operatoi 
tool. 


or 
grits 


“digs in” the point of a 
retain the 
until thev have lost much of their efficiency, cutting 


than 


Because these wheels abrasive 


tends to be slow, but the “life” is greater 
tor soft-bond wheels 

So long as the edge of the abrasive grains remain 
sharp, they will cut without inducing excessive heat 
Tungsten carbide is, however, +o 


} 
in’ the work. 


hard that the edges of the abrasive particles are 
dulled fairly 


re-dressed at frequent intervals, undue heating will 


rapidly, and, unless the wheel is 


occur and hair-line cracks may develop in the tip. 
liable to 
cutting 


Such overheating is more occur if the 
hard and the 


wheel which has become glazed, as the result of 


hond is too surface of a 


grinding tungsten carbide, is seen on:the left in 
‘ig. 3. A wheel in this condition requires to be 


re-dressed to expose new and sharp  abrasiv: 


particles. In contrast, the surface of a wheel in 


good condition is seen on the right 


DIAMOND WHEELS 


The extreme hardness of diamond makes it parti 
cularly suitable for grinding tungsten carbide, and 


diamond particles, held by a suitable bonding 


material, are made into various forms of wheels for 
this purpose Diamond IS expensive and for this 
reason the grinding wheels are made up in such 
a manner that the diamond partic les are concen 
trated in distributed 


throughout the 


a rim or layer, and are not 


body, as Jil silicon carbide Ol 
aluminium oxide wheels, 

Grit sizes are chosen in the same mauner as for 
ordinary grinding wheels, and the following are 
representative of those emploved in the manufac 
ture of diamond wheels suitable for re-servicing 
irbide tools: — 

Coarse 85/100 

Medium 120/240 

Fine 140/300 


Superfine 100 


fast stock removal) 


(slow cutting, but good 

surface finish) 
Diamond wheels are available commercially with 
bonds of different hardness. For the softest types 
of wheels, synthetic resins are employed, and for 
the harder types, metals such as bronze, cast iron, 
Resin-bonded wheels are 


ol steel diamond 


lig. 3. Photomicrographs of a Wheel Surface 
with Dulled Cutting Edges (left) and in Good 
Condition (right) 
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generally recommended for machine grinding, and 
metal-bonded wheels for off-hand grinding. Some 
users, however, employ resin wheels for off-hand 
work, on account of their rapid cutting and good 
surface-finishing properties, and rely upon well- 
trained and experienced operators to avoid acciden- 
tal damage. 

A further characteristic of diamond wheels is 
concentration, which indicates the weight of dia- 
mond contained in a unit volume of the abrasive 
rim. Coneentration is usually designated as 
follows : —high or 100, normal or 50, and low or 25. 

Concentration of a diamond wheel is also related 
to the number of cutting points. High concen- 
tration wheels, with the greatest number of cutting 
points, therefore, obtain faster cutting than those 
of low or normal concentration. 


OFF-HAND GRINDING 


In off-hand grinding, the operator holds the 
tool against the wheel with manual pressure, and, 
aormally, moves it so that the face to be ground 
is passed to and fro across the wheel surface. Off- 
hand grinding machines are available, however, on 
which the wheel oscillates relative to the work- 
table. With this type of machine, it is claimed, 
the full width of the diamond wheel face is em- 


; 
| 
a 
| 
¥ 





Fig. 4. Prototype Neven GF2 Mark V Grinding 
Machine, with Oscillating Wheel-head, for 
Carbide Tools 
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ployed, so that long life is ensured, and less 
operator skill is required, since the tool has only 
to be pressed on to the table and pushed against 
the wheel. A prototype Neven GF2 Mark V 
machine, with an oscillating wheel-head, is shown 
in Fig. 4. 

Ott-hand grinding is widely used for tool recon- 
ditioning in the engineering industry, and is suit- 
able for many types of tools where extreme 
accuracy is not required. Many machines are 
available which have been specially designed for 
this form of grinding, and an adjustable worktable 
is usually provided, which can be set and locked 
at the required angles for grinding the faces of the 
tool. There is also an adjustment whereby the 
table can be advanced towards the face of the 
wheel to compensate for wear. 

It is important that the spindle of an off-hand 


grinding machine should be ot generous dimensions, 


and free from vibration, run-out, or end play. If 
these defects are present, uneven wear of the grind- 
ing wheel is inevitable. There may be provision 
for reversing the direction of rotation, so that both 
right- and left-hand tools can be processed on the 
same wheel. 

Normally, a copious flow of coolant is directed 
over the tool and wheel during grinding, so as 
to prevent over-heating, and off-hand grinding 
machines, a typical example of which is shown in 
Fig. 5, normally are equipped with coolant tanks 
and pumps to ensure an adequate delivery. An 
intermittent supph of extremely 
undesirable, as the alternative heating and cooling 
of the tool Mg is likely to result in cracking. It is 
preferable to grind dry than with an insufficient 
or inte Sania ‘flow of coolant. 

To obtain optimum pertormance, 
maximum in re-servic ng ope rations, a 
carbide tool should be sharpened when the wear 
land on the tip reaches a width of 0-015 to 0-020 in. 
It may, a tool 
before 


coolant is 


and to ensure 
economy 


of course, be necessary to re-service 
this amount of wear has occurred if it has 
become chipped or cratered. 

Provided that a tool is withdrawn from service 
before excessive wear has taken place, cracking of 
the carbide can generally be avoided, and the 
cutting edge can be re stored by using a “ green 
grit ” silicon carbide wheel of medium/hard bond, 
or, alternatively, a metal-bonded diamond wheel. 

In cases where, because of the presence of cracks 
in the carbide tip, there is a considerable amount 
of material to be the tool can 
be put back into service, green grit ” wheel 
is used for removing the bulk of the material, and 
the took is finished with a silicon carbide wheel 
of harder grade, or with a diamond wheel. 


removed before 
a soft “ 
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During off-hand grinding, the tool should not be 
pressed too hard against the wheel, as this may 
cause overheating, with the attendant danger of 
crack formation in the carbide tip. 
tendency 


To avoid any 
for the wheel to become grooved, thx 
tool should be passed right across the face 


SEQUENCE OF OPERATIONS FOR OFF-HAND GRINDING 


Roucu Grinpinc. For the purpose of explana 
tion, the complete sequence of operations, trom 
preliminary rough grinding to final lapping, will be 
described. 

At the preliminary rough-grinding stage, the 
required cutting rake, on the top surface of the 
tip, is rough ground. Normally, this operation 
should be avoided in re-servicing, in order to 
preserve the overall depth of the tool. Chipped 
or broken cutting edges are usually cleaned up 
during the rough grinding of the side and front 
clearances. 

Next, the secondary front and side angles on 
the steel shank are ground with an aluminium oxide 
wheel. These angles should be 2 to 4 deg. greater 
than the clearance angles required on the tip, to 
ensure that the shank does not contact the silicon 
carbide wheel subsequently employed for grinding 
the tip. Thus, if the tool is to be ground to give a 
+ deg. primary clearance, the machine should be 
set at 6 to 8 deg. for grinding the secondary 
clearance. 

The front clearance on the tip now is ground, 
using a soft-bond silicon carbide wheel, and, then, 
the primary side clearance. If a nose radius is 
required, it should be ground on the same wheel. 

FinisH GrinDING. For the finish-grinding epera- 
tions which follow, a slightly harder bond, silicon 
carbide wheel is used. Alternatively, the teol may 
be finish lapped on a metal-bonded diamond wheel. 
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Fig. 5. A Typical Off-hand Grinding 
Machine for Carbide Tools 


Provided that tools are withdrawn 
from service at the correct time, finish 
grinding or lapping is all that is re 
quired to re-sharpen them for further 
use. The sequence is the same as fer 
rough grinding, namely: grind cutting 
rake; grind front clearance; and grind 
nose radius, if required. In connec- 

tion with the cutting rake, the pre 
vious remarks apply. It is not necessarv to grind 
Once more, it is 
emphasized that for all carbide grinding operations, 
and particularly off-hand grinding, the lightest pos- 
sible pressure should be used. 

GRINDING Primary RAKt 
primary secondary 


extremely 


the secondary clearance again. 


The provision of 
proving 
improving 
When employing a 


and cutting rakes is 


successful as a means of 
carbide tool performance 
tool with a negative cutting rake, a secondary 
positive rake can be applied to relieve chip pres 
The required cutting rake is then left as 
a negative primary land, as indicated in Fig. 6, 
and its width is normally three to four times the 


feed. 


sure. 


MODIFYING STANDARD TOOLS BY OFF-HAND GRINDING 
For certain operations, tools may be wanted with 
shapes that are not included in the standard range, 


or a tool may be needed urgently with a 
dard shape which is not carried in stock. In such 


Primary Rake land 
J 


ee 


~ 


stan 


’ 
} 


Secondary Rake 
Reducing Chip 
Friction 











Fig. 6. Diagram Showing a Tool with Negative 


Primary Land 
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cases, it is usually possible to modify an available 
tool to obtain the shape required. Tools which 
have become badly chipped or broken in service, 
moreover, can usually be reclaimed by grinding 
them to a different shape, as seen in Fig. 7. 

When a special shape is needed, a tool should 
be selected which can be modified with the least 
amount of grinding and wastage of carbide. lu 
this connection, it should be remembered, for 
example, that an approach angle need only be of 
sufficient length to accommodate the depth at 
which it is proposed to cut. 

Some modifications, such as alterations to cutting 
rake, plan-approach or plan-trail angles, or clear- 
ances, are performed by off-hand grinding, in the 
manner already described. 

If a large amount of material must be removed, 
the operation should be performed in stages, as indi. 
cated in Fig. 8, so that a single face of the tool 
is not subjected to continual grinding and con 
sequent excessive heating. It is necessary to relieve 
the shank material with an aluminium oxide wheel 
when a tool shape is being modified by grinding. 


MACHINE GRINDING 


Whereas off-hand grinding can be emploved for 
re-servicing tools where accuracy of form is 
relatively unimportant, the method is not suitable 
if geometric accuracy of tool form must be main- 
tained. For such operations, control of relative 
movement between the tool and the grinding wheel 
is essential. ; 

Form tools are normally re-serviced on tool and 
cutter grinders, and sometimes on profile grinders. 
In many respects, machine grinding is ideal for 
re-servicing carbide tools, since the whole operation 
is under strict control. The rate at which the 
tool is traversed over the face of the wheel does 
not vary from one pass to another, and the amount 
of in-feed of the wheel is always the same. 
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Fig. 7. A Tool which 
has been Badly Chipped 
or Broken Can Often be 
Reclaimed by Grinding 


to a Different Shape 
From the standpoint 

of grinding wheei pel 

formance, these con 


trolled conditions cnable 
the optimum results to 
Soft-bond 
wheels Cali be 
fear of and their rapid 
cutting properties can be exploited fully De spit 
these advantages, the setting-up time for machine 


be obtained 
resin 
] 


used without the damage, 


ttt tn ti tent aa | 








Fig. 8. If a Large Amount of Material Must 
be Removed, the Operation Should be Performed 
in Stages, as Indicated 


Ye 





Forni Tool with Concave Radius Produced 
from a Standard Bar Turning Tool 


Fig. 9. 
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Fig. 10. (left) Set-up for Grinding the Concave Form Tool. Fig. 
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11. (centre) Method of Rough Grinding. 


Fig. 12. (right) The Tool is Finished with a Formed Wheel 


grinding is not warranted for simple turning tools, 
for which the off-hand process gives quite s satis- 
factory results. 


MODIFYING TOOLS BY MACHINE GRINDING 


When complex modifications to standard tools 
are required, it may be necessary to perform the 
operations on a tool and cutter grinder, surface 
grinder, or profile grinder. 

The form tool shown in Fig. 9, which has a con- 
cave radius, is produced from a standard bar turn- 


ing tool, on a tool and cutter grinding machine. 
In this instance, it is not possible to relieve the 
shank material with an aluminium oxide wheel, 
so that both shank and tip must be ye 
together. For this operation, the tool is held i 

a universal vice set to give the desired clearance 
angles. As previously mentioned, the direction of 
wheel rotation must be such that it grinds into 
the cutting edge of the tool, as indicated in Fig. 10, 
in order to prevent slight flaking of the carbide. 

Grinding is carried out downwards and outwards, 
as shown in Fig. 11. This procedure reduces the 
rate of wheel wear, which is usually very high for 
such operations, and the wheel is not form dee ssed 
until the tool is approaching the final shape. 

If an accurate form is required, the wheel must 
be shaped with a radius attachment, but where the 
limits for form permit, it may be dressed by hand, 
using a Carborundum stick. It is sometimes 
advisable, when form grinding, to employ a slightly 
harder grade of wheel ‘for the finishing cuts, so that 
the rate of wheel wear is reduced. Fig 12 shows 
the formed wheel in use. 


Another example, indicating the methods em- 
ployed for modifying standard bar tools by machine 
grinding, will now be considered. In this case, a 
bar tool is to be modified to form a parting and 
chamfering tool, as in Fig. 13, and the sequence of 
operations is as follows: ) The tool is set in a 
so that the required clearance 
angles are obtained (Fig. 14), and an aluminium 
oxide wheel is employed initially. (2) Grinding 
is performed, downwards and outwards, with an 
unforme od hagerrs carbide wheel, until the point is 
reached which the radius is to be produced 
at the be of the tool. (3) After the radius has 
been formed on the wheel, as previously described, 
finish grinding is carried out (Fig. 15). (4) The tool 
is re-set in the vice, for grinding the opposite 
side, and the same procedure is followed, the cham- 
fer finally being produced with a formed wheel 


universal vice, 


Fig. 13. Bar Tool Modified to Form a Parting 
and Chamfering Tool 
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Fig. 14. (left) The Tool is Set in a Vice at the Required Clearance Angles. Fig. 15. (centre) The Radius 


is Finished with a Formed Wheel. 


(Fig. 16). (5) Then, it remains only to grind the 
front clearance, and this is done by the off-hand 
methed (Fig. 17). 


GRINDING MULTI-TOOTH TOOLS 


In the preceding sections of this article, the 
re-servicing techniques for bar-type turning tools 
have been considered. The grinding procedure 
for reamers, milling cutters, and similar end-cutting 
tools will now be described. Such tools are always 
re-serviced on tool and cutter grinders, and resin- 
bonded diamond wheels are recommended for this 
class of work. 

Exp MILLs. 
mill, mounted between centres on a tool and cutter 
grinder. The tool is prevented from turning by a 
spring-loaded finger, attached to the wheelhead 
With a tooth of the tool resting on the finger, 
the table is raised to obtain the desired clearance, 
the machine is set to remove between 0:0005 and 
0-001 in. per pass, and the spiral flute is kept 
in contact with the spring-loaded finger while 
grinding is in progress. The same procedure is 
followed for each tooth on the tool. 

Then, it is necessary to grind the end cutting 
edges of the tool, and, for this operation, the spring- 
loaded finger is attached to the work table as can 
be seen in Fig. 19. The workhead of the machine 
is tilted to give the required end clearance angle, 
and each tooth is ground until all evidence of 
wear has been removed. 

Mituinc Currers. When a milling cutter is 
ground, it should be indexed, from blade te blade, 


In Fig. 18 is shown a spiral end 


Fig. 16. (right) The Chamfer is Ground with a Formed Wheel 


against a spring-loaded plunger Small equal 
amounts of material should be ground from each 
blade, until all have been re-sharpened, and the 
cutter should then be checked for concentricity. 

The procedure is as follows: —(1) For grinding 
the faces of the blades (Fig. 20) the cutter is 
mounted on the workhead of the machine, with 
the face to be ground parallel to the face of the 
lapping wheel. (2) Next, the peripheral surfaces 
are ground, with the spring finger attached to the 





The Front Clearance is Ground by the 
Off-hand Method 


Fig. 17. 











JANUARY 17, 1958 MACHINERY VOLUME 92 143 





wheel head, as shown in Fig. 21. The desired 
clearance is obtained by adjusting the table height. 
(3) The spring finger is attached to the work- 
head, as shown in Fig. 22, when grinding the side 
face. The clearance angle is obtained by tilting 
the table of the machine. (4) Finally, the chamfer 
is ground (Fig. 23). For this purpose, the spring 
finger is attached to the table of the machine, 
which is adjusted to give the required clearance. 
The workhead is then rotated through 45 deg., 
and the chamfers ground to the specified width. 

Face Miuuinc Currers. The following method 
is used for re-servicing face milling cutters : —With 


Fig. 20. (top left) Grind- 
ing the Face of a Milling 
Cutter Blade 
Fig. 21. (top right) 
Grinding the Peripheral 
Surface 
Fig. 22. (bottom left) 
Grinding the Side Face 
Fig. 23. (bottom right) 
Grinding the Chamfer 


Fig. 18. (left) Spiral 
End Mill Mounted Be- 
tween Centres on a Tool 
and Cutter Grinder 
Fig. 19. (right) Set-up 
for Grinding the End 
Cutting Edges 


the workhead set at the required helix angle and 
radial rake, the faces of the blades are lapped in 
turn (Fig. 24). Next, the workhead is swung 
over to the required bevel angle, and the finger, 
which is attached to the head, is adjusted to obtain 
the required clearance. With this setting, the 
bevel angle on each blade is lapped in turn 
(Fig. 25). Then, with the workhead at 45 deg., 
the finger attached to the head, and the cutter 
at the required clearance angle, the chamfer on 
each blade is lapped (Fig. 26). 

Finally, the workhead is set at 90 deg. less the 
amount required to give in-rake or dish, with the 
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cutter tilted to the required angle, and the blade 
clearance is lapped (Fig. 27). 
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CHIP BREAKERS 


Most metals possess characteristics which result 


in the production of a 
continuous chip during 
machining. For ease of 
disposal, and to protect 
the operator from 
injury, the continuous 
chip must either be 
curled, or broken into 
short lengths. Chip 
breaking can sometimes 
be ensured by increasing 
the feed to obtain an 
increase in cross-sec- 


Fig. 28. Some Typical 
Chip-breaker Forms. 
The Dimension W De- 
pends on the Feed and 
Depth of Cut 
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than 


Fig. 24. (top left) Set-up 
for Lapping the Front 
Surface of a Face Mill- 
ing Cutter Blade 
Fig. 25. (top right) Lap- 
ping the Bevel Angle 
Fig. 26 (bottom left) 
Lapping the Chamfer 
Fig. 27. (bottom right) 
Lapping the Blade Clear- 
ance 


tional area (feed x depth 
of cut). Alternatively, a 
chip _ breaker may be 
formed or ground in the 
tool tip. Chip-breaker 
widths are varied, de 
pending upon the feed 
and depth of cut, and 
some typical forms are 
shown in Fig. 28. 
Where extreme diff- 
culties are experienced 
in breaking the chips, 
various methods of 
chip-flow control can 


be adopted, and involve the provision of deeper 
grooves 


those associated with 


chip breakers, with blending radii or inclined 


step faces. 
curlers. 
As so many variables, including degree of duc 


These grooves are known as chip 
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tility, feed, speed, depth of cut, and diameter of 
workpiece are involved, the correct form in any 
particular instance can only be determined by 
practical trials. 

Chip breakers, or curlers, can be ground on con- 
ventional machines which have provision for cor- 
rect angular setting of the tool. Alternatively, 
special chip-breaker grinding machines are avail- 
able. Special metal-bonded wheels are recom- 
mended for grinding chip-breaker grooves in tools, 
but the operation can also be carried out with a 
resin-bonded peripheral-type wheel. 


RE-SERVICING TOOLS BY SPARK-EROSION 


The spark-erosion method of machining is com- 
paratively new, and is not so well known as the 
long-established grinding techniques. With this 
process, metal is remov ed by means of an electrical 
spark discharge which occurs between an electrode 
and the work. Although the mechanics of metal 
removal by this method are beyond the scope of 
this article, it may be noted that it is now firmly 
established as a production process, Spark-erosiov 
is employed for a variety of operations involving 
hard metals, where normal machining would be 
difficult or impossible. Typical applications of the 
process include the reconditioning of extrusion dies, 
and the machining of intricate shapes in carbide 
and other hard materials. 

A feature of the electro-erosion process is that 
the work and electrode are not in physical contact, 
as there is always a spark gap between them. This 
gap is filled with a suitable dielectric fluid, through 
which the spark discharge takes place. If the 
electrode and workpiece touch, there is a short 
circuit, no sparking can occur, and no metal 
removal takes place. 

The equipment used for re-servicing carbide tools 
by the spark-erosion process closely resembles a 
conventional off-hand grinding machine, but the 
wheel is replaced by a circular electrode, made 
from cast iron. Suitable electrical gear is incor- 
porated in the machine, the output from which 
serves to energize the rotating circular electrode. 
Provision is also made for directing a copious flow 
of dielectric fluid over the face of the electrode, and 
over the tool. The Wickman Erodosharp Mark II 
machine is shown in Fig. 29. 

Tool sharpening with this equipment is also 
similar to conventional grinding. As sparking occurs, 
material is removed from the tool. Some metal 
is also removed from the electrode, but the quantity 
is very small, so that the life of an electrode is 
considerable. Experience has shown that, under 
average conditions, an electrode life of 8,000/ 10,000 
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Fig. 29. Wickman Erodosharp Mark II Machine 
for Re-servicing Carbide Tools by Spark Erosion 


tools is obtained. If the majority of tools processed 
require the removal of large amounts of stock, 
the electrode life is reduced to some 5,000 tools. 

A further advantage of spark-erosion as a method 
of re-servicing carbide tools is that no heat is 
generated in the tool material during processing, 
so that the danger of cracks being formed in the 
tip, due to thermal shock, is eliminated. Because 
there is no physical contact between the tool and 
the electrode, moreover, problems of “ wheel load- 
ing” do not arise. It is possible, therefore, to 
remove metal from both tip and shank simul- 
taneously, and the need for two operations, as in 
grinding, is avoided. 


SURFACE FINISH AND CUTTING EDGE 


The surface finish produced by the spark-erosion 
process is of a different character from that asso- 
cated with more conventional machining methods. 
With spark-erosion, numerous small saucer-shaped 
depressions are formed, with a depth of approxi- 
mately one third the diameter of the associated 
sphere. This type of surface is shown dia- 
grammatically at the top in Fig. 30. Enlarged photo- 
graphs of an eroded surface and one produced 
by normal grinding methods are also jlustrated 
in Fig. 30. The eroded surface is dull and non- 
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Fig. 30. (top) Diagram of Surface Produced by 

Spark Erosion. (centre) Photomicrograph (25 ~ ) 

of Coarse Spark-eroded Surface. (bottom) Photo- 

micrograph (25%) of Surface Produced by 
Normal Grinding 


finish. 
finish, 


reflective, and resembles a fine shot-blast 
On account of this unconventional matt 
doubts have been expressed as to the suitability 


of the spark-erosion process for re-servicing carbide 


tools. Results which have been achieved with 
eroded tools, both in this country and in the United 
States, however, have clearly established the fact 
that spark-erosion is a sound and practical process. 

Since the degree of roughness on an eroded 
workpiece depends upon the intensity of the spark 
discharge, it is possible to control the surface 
quality. Heavy discharges result in rapid metal- 
removal, but the surface finish produced is rough, 


and the copverse also applies. In consequence, 
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a spark-erosion, tool re-servicing machine is pro 
vided with a selector switch to alter the intensity of 
the spark discharge, so that it is possible to remove 
the bulk of the material rapidly at the “ coarse ’ 
setting, and to obtain the final finish with a “ fine 
setting, which gives a spark of lower intensity. 

Considerable caution is making 
comparisons of the surface-finish readings for 
eroded and conventionally-processed surfaces. It 
is possible, for example, for the tracer needle of 
a surface-analyzing unit to bridge a deep, hair-line 
crack, so that a misleadingly low centre-line-averags 
figure is obtained. The presence of such hair-line 
cracks is not of major impertance on the flat 
surfaces of tools, but they may cause crumbling at 
the cutting edge of the tool, with consequent 
deterioration of performance. 

This point will be appreciated better if reference 
is made to Fig. 31, in which are shown mag 
nified portions of two cutting tools processed by 


necessary in 





Fig. 31. (top) Photomicrograph (50 
ting Edge of a Conventionally Ground Tool (Surface 


) of the Cut- 


Finish, 20 micro-inches, C.L.A.). (bottom) Photo- 

micrograph (50) of the Cutting Edge of a Tool 

Sharpened by Spark Erosion (Surface Finish, 
50 micro-inches, C.L.A.) 
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conventional means and by spark-erosion. It will 
be seen that the conventionally-ground tool has 
several irregularities on the cutting edge, whereas 
the eroded tool shows a more uniform edge. The 
centre-line-average surface readings for these two 
surfaces, it may be noted, are 20 and 50 micro- 
inches respectively. 

For machining operations involving coarse feeds 
—for example, planing—an eroded tool will be 
found satisfactory, but for fine feeds, up to about 
0-010 in., it may be desirable to re-service tools by 
both spark-erosion and diamond-lapping methods. 
The bulk of the material can be removed by 
erosion, and careful diamond lapping with a fine, or 
superfine, grit wheel can then be carried out, to 
obtain a highly-polished land adjacent to the cut- 
ting edge. 

The examples in the accompanying table indi- 
cate that, in general, the spark-erosion process can 
be utilized for tool re-servicing, with results which 
are equal to, or better than, those obtained by 
conventional grinding. 


CONCLUSIONS 


1) In view of the high cost of diamond wheels 
any steps taken to reduce the wear and tear on 
such wheels will result in appreciable savings. 

(2) For work involving feeds in excess cof 
0-010 in., the surface finish and the cutting edge 
produced by spark-erosion methods are satisfactory, 
without subsequent diamond lapping. To use 
diamond wheels in these circumstances is wasteful, 


and, if spark-erosion is adopted, it may be possible 


to achieve savings. 

(3) For work involving feeds below 0-010 in., a 
diamond-lapped tool is normally desirable. When 
re-servicing such tools, economies can be effected 
by first employing the spark-erosion process for 
removing the bulk of the material, with subsequent 
diamond lapping to produce a land adjacent to the 
cutting edge of the tool. In this way, diamond 
consumption can be reduced to a minimum. 

(4) The time required for ~ grinding ~ by spark- 
erosion is somewhat longer than for conventional 
methods. This drawback is off-set, however, by 
the fact that “ grinding ~ can be carried out con- 
tinuously, without the danger of overheating. In 
addition, since the shank and tip can be ground 
simultaneously, only one operation is needed, 
whereas two are required with normal grinding. 

(5) The replacement cost of a spark-erosion elec- 
trode is low—about one-twelfth of that of a 
diamond wheel—and it has a long life. 

Thus, it will be evident that whereas the spark- 
erosion process cannot be regarded as superseding 
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EXAMPLES OF RESULTS OBTAINED WITH GROUND AND 
SPARK-ERODED TOOLS 


No. of pieces produced 


Component Operation Conven- 
tional 
ground 


tool 


Spark 

eroded 

| tool 

| 

| Cast-iron flywheel 
Steel gear-shaft 
Steel plate .... ; 

| Cast-iron camshaft 

| Flywheel ring gear 

| 


Rough facing 305 

Rough turning 75 

PI pckeenniaces 510 

Facing ends 325 

Finish turning inside 170 
diameter 

| Cast-iron flywheel Rough facing 287 


| 








diamond lapping, by employing the two methods 
in combination, savings in diamond wheel costs 
can be made. 


New Progress Machine Vices 


A new range of Progress machine vices, one of 
which is shown in the figure, has been introduced 
by B. Elliott & Co., Ltd., Works, 
Willesden, London, N.W.10. 

The subject of a patent application, these vices 
have detachable swivel bases, and are made in 
four sizes, which will accommodate workpieces up 
to 2. 34%, 5 and 6% in. thick. They are available 
with 3-, 4%- and 6-in. wide by 1%-, 1%- and 2%-in. 
deep jaws. The moving jaw slides on flat guide- 

which extend for its full width, so that a 
area is provided for supporting the work. 
The design is such as to obviate risk of the jaw 
being lifted from the guiding surfaces when clamp- 
ing pressure is applied. Graduations are 
provided on a bevelled portion of the swivel base. 


Victoria 


Ways, 
large 


An Example from the New Range of Progress 
Machine Vices 
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New Burnerd Multisize Collet Chuck 


The Multisize collet chuck shown in Fig. 1, 
has been introduced recently by F. Burnerd & 
Co., Ltd., 5 Balfour Place, London, W.1. It is 
intended for use with a range of patent collets of 
entirely new design, one of which is seen in Fig. 2. 

With this design of collet, the work is gripped 
by a number of narrow, wedge-shaped blades, 
which can be moved radially in equally-spaced 
slots. An important feature of the arrangement 
is that a uniform gripping pressure is applied, over 
the entire length of the blades, to workpieces with 
diameter variations of as much as % in. A total 
of only 11 collets is provided for gripping all dia- 
meters from % to 1% in. Collets of other sizes 
will be available shortly. 

Either six or eight blades are incorporated, 
depending on the size of the collet, and their 
inclined outer edges are held in contact with a 
taper bore in the body of the chuck by torsion 
springs. Axial movement of the collet, for gripping 
the work, is effected by the action between an 
internally-threaded ring and a sleeve with an 
internal flange at the nose end. This sleeve 
surrounds a reduced-diameter portion of the 
body, and is prevented from rotating by means 
of a key. A cross-hole is provided in the body 
to take a chuck key, which meshes with gear teeth 
of the collet. The ring turns on steel balls, which 
at the rear end of the ring for opening and closing 
engage tracks in the bore and on the chuck body, 





Burnerd Multisize Collet Chuck 


Fig. 1. 





Fig. 2. One of the New Burnerd Collets for Use 
with the Multisize Chuck Shown in Fig. 1 


and, in addition, serve to prevent axial movement. 

The gripping pressure applied to the work 
enables heavy cuts to be taken without risk of 
slip or vibration, and it is stated that concentricity 
of the piece within 0-0005 in. is obtainable at a 
distance of 4 in. from the nose end of the collet. 
An adjustable end-stop for the work is available, 
which takes the form of a disc fitted with a central 
bolt and a locking screw. Spring-loaded balls are 
provided round the periphery of the disc which 
engage with an internal recess in the body of the 
chuck, and thus provide for endwise location. 

The body is available in different designs, one 
of which has a flange, at the rear end, whereby 
the chuck can be mounted on a faceplate, for 
example. Alternatively, chucks can be provided 
for mounting on lathe spindles with American 
type Al, type D1 cam lock and type L long taper 
noses. 

ELectTrRIcITry GENERATED FOR PUBLIC SUPPLY 
and sent out during October last totalled 7,603 
million kilowatt hours, as compared with 7,205 
million and 6,598 million in October, 1956 and 
1955 respectively. The simultaneous maximum 
load during the month was 17,376 megawatts, as 
against 17,347 and 16,059 for the earlier periods. 
At the end of October installed capacity amounted 
to 25,861 megawatts, whereas the corresponding 
figure for the end of 1952 was 17,740. 
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Typical Operations on Components for 
Piatti Motor Scooters 


Methods Employed by Cyclemaster, Ltd. 


The Piatti all-British motor scooter is being 
produced by Cyclemaster, Ltd., at Byfleet, Surrey, 
in a modern factory, equipped with plant specially 
installed for the purpose. The factory is a self- 
contained organization, comprising administrative 
offices, des:gn department, production and assembly 
shops, despatch bay, stores, and service depot. 

Certain parts of the Piatti scooter, notably the 
ignition equipment, pressed steel body shell, and 
road wheels, are obtained from outside sources, 
but the engine, gearbox and final drive sub- 
assembly, and front suspension unit are produced 
within the works. The integral engine and trans- 
mission unit is mounted in the body shell at three 
points, of which the front two, provided with 
Silentbloc bushes, are located behind the engine 
cylinder. The third mounting point is connected 
to an abutment at the rear of the frame, through 
the rear spring. This mounting arrangement offers 
several advantages, and enables the entire pro- 
pulsion unit to be attached to, or released from, the 
body. The latter, it may be noted, is a rigid 
pressed steel shell, internally stiffened by cross 
members and gussets, the whole forming a stable 
structure, to which various sub-assemblies are 
attached. 

Measuring 55 in. long by 24% in. wide, this 
motor scooter weighs 180 Ib., and has a maximum 
road speed of 45 m.p.h. Power is provided by a 
single-cylinder, air-cooled, horizontally-mounted 
2-stroke petrol engine, with crankcase compression, 
which develops 4:75 b.h.p. at 4,750 r.p.m. Of 


2 per cent nickel iron, the cylinder has a bore 


of 51 mm., and is secured to a light-alloy crankcase 
by four studs. It has a detachable head, made 
from light alloy, and the split-skirt piston, of alu- 
minium silicon alloy, is fitted with two compression 
rings, the upper ring being chromium plated. The 
bosses of the H-section connecting rod are bored 
and ground, to accommodate a cage-type needle 
roller bearing for the large end and a wrapped 
phosphor-bronze bush for the small end, and a 
gudgeon pin of ample dimensions is located in the 
piston by two circlips. 

Some of the operations performed in the produc- 
tion of the final drive spindle, also the crankshaft, 
which is machined to close tolerances from a forg- 
ing in En. 8 D steel, are described in this article. 
Set-ups for machining the crankcase casting, cylin- 
der, and front-suspension swinging arm are also 
discussed. 


PRODUCTION OF THE FINAL DRIVE 
SPINDLE 


In Fig. 1 are shown the principal dimensions 
and tolerances of the final drive spindle, which is 
machined from 1%-in. diameter En. 24 bright steel 
bar. The spindle blanks are produced to length, 
and centred and faced at one end, on a Wickman 
automatic, and are centred at the opposite end 
on a capstan lathe. Next, turning operations are 
carried out, in two stages, on a Drummond Maxi- 
minor multi-tool lathe, equipped with front and 
rear tool slides, the layout for the first stage being 





























150 JANUARY 17, 1958 
mensions +f 
rn Millimetres i: > 
| Hardened Zone 51-5 
26Hardened Zone | 332% 26 | 
> | on ~ 
| @ee—! | | 
Le Ww ; T } | 
rl TT & aS | i ' 
a) T ’ 
' i} } *% 
8 
| Z 
| $$) 
> Le | 
3 > | a 
98 2 Seal oa SI 
KE 6 Ss 3 Qa) +i! ™ 
S 89 : 
5 si Sg1eo @ 
2} Q ‘eR 8s 5) S| 
S| 3 3S 2) 3] B} 
s| si & sia al fl 
N N A! & uj] =! 
~ 
160 
~ — —_—-— _ ~~ 
145-5 
ol — - — 
. ; 98-5 = 
39-63 46 
f | _— ba | 
nardened Zone | 
+0043 | 
{§dia.-0 9-13 dia 
15:08aa / | j 
Section B-B 








Fig. 1. The Final Drive Spindle in Elevation 


and Section 
shown in Fig. 2. With the work gripped in a 
driver, four diameters of 20-650 mm., 22mm.., 
29-5 mm. and 30 mm. are turned, with four tools 
held in a block on the front slide, at a spindle 
speed of 708 r.p.m. Each of the diameters turned 
with this set-up is 0-010—0-012 in. 
greater than the final size, to allow 
for subsequent finishing on a Newall 
tvpe L plain-grinding machine. The 
20-deg. taper on the spindle and the 
undercut are produced by two form 
tools, held in a box on the rear slide, 
which are fed in to depth when the 
turning cuts with the front tools have 
been completed. All tools employed 
at this set-up, and for the subsequent 
turning stages, are tungsten carbide- 
tipped. 
In preparation for the next multi- 
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tool turning operation, the opposite ead of the 
spindle is broken down to a diameter of {2 in., over a 
length of 2% in., on a Maximinor lathe. The work is 
again gripped by a driver, and the cut is completed 
with a single tool on the front slide, in 72 sec. at a 
work speed of 708 r.p.m. Subsequently, the three 
diameter steps on the reduced portion of the shaft 
are turned, also on a Maximinor lathe. Three 
single-point todls on the front slide produce the 
16-mm. diameter at the end of the component, on 
which a thread is later rolled, also the 19-mm. and 
20-mm. diameters. On the 16-mm. diameter, it 
may be noted, a tolerance of 0-0015 in. is held. 
In addition, there are three tools on the rear slide 
which serve to produce a 45-deg. chamfer at the 
end of the spindle, an undercut between the second 
and third diameter steps, and a shoulder leading up 
to the largest diameter. At this set-up, it may be 
pointed out, the work is held in a driver, as 
before, and is located endwise against a_ stop, 
through which protrudes the point of a spring 
loaded headstock centre. The time for this opera 
tion is 45 sec. 

Both the 16-mm. by 1°5-mm. pitch thread at th 
end of the spindle, and the 48 serrations (to B.S 
A19) on the adjoining portion, are produced on a 
Steinle No. 1 thread rolling machine. 

Using tooling supplied by the makers, a Hei 
bert 2D capstan lathe is employed for drilling and 
reaming a stepped hole along the axis of the 
spindle, which is held in a 7:-in., 3-jaw, ai 
operated chuck. A standard length # -in. diamete: 
drill, a 43-in. by 9%-in. drill, and a # -in. by 10%-in 
drill provide for removing the bulk of the metal 
The bore is then sized over a distance of 98-5 mm 
































Fig. 2. Tool Layout on a Drummond 
Maximinor Lathe for the First Turning 
Operation on the Final Drive Spindles 
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Fig. 3. Centec 3R Production Milling Machine 
Set Up for Producing Slots in Opposite Sides of 
the Final Drive Spindle 


with a semi-finish reamer and a Coventry expand- 
ing reamer. Finally, the outer portion of the reamed 
bore, over a distance of 39-63 mm., is opene ‘d out to 
a diameter of 15-08 mm., and is checked by means 
of a special double-ended plug gauge. The com- 
plete drilling and reaming sequence occupies 5 min 
12 sec. 

The 8-2-mm. wide, opposed slots in the spindle 
are produced on the Centec 3R production milling 
machine seen in Fig. 3. On this machine, the work 
is held at one end in a Centec air-operated indexing 
head, and the other end is supported by a tailstock 
centre. The automatic working cycle, which 
initiated by the operator, is controlle d hydraulically. 
A Clarkson end-mill of special size is e mploye »d, and 
the head descends rapidly until the tool is about 
to start cutting, at which point the feed rate is 
engaged. The end-mill is plunged into the work 
until it breaks through into the bore. Next, the 
down feed is inte rrupte xd, and the longitudinal table 
traverse is engaged to mill the slot to length. At 
the completion of this stage, a stop on the front 
ef the table trips a micro-switch, and the head is 
returned to the starting position. Then, the operator 
indexes the work through 180 deg., by means 
of the pneumatic head, to present the other side 
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for slotting, and starts the 
With this 
spindles per hour. 

A square end, with radii of 1-5 mm. in the two 
corners, is produced at one extremity of the slot 
by a broaching operation, which is performed on 
an Edgwick machine, with tools supplied by 
Coventry Tool & Gauge Co., Ltd. The limits on 
the broached form are +0°1 mm. 

Burrs and roughness are then removed from the 
slot by hand, preparatory to heat treatment, during 
which the part is first generally hardened and 
tempered to 32/36 Rockwell C, and subsequently 
hardened to 58 + 2 Rockwell C, over specified zones, 
with high-frequency induction equipment. Then 
the spindles are inspected, and random samples 
are sectioned lengthwise, and the exposed surfaces 
etched to reveal grain structure. After the fow 
diameters and a shoulder have been ground on the 
Newall machine, Solex extermal air-gauging equip 
ment is emploved for checking the 20-65-mm. and 
30-mm. portions, which are he Id to close tolerances. 
The two other diameters are checked with adjust- 
able gap Finally, the spindles “are 
deburred, polished, and washed. 


automatic working cycle 


again. set-up, slots are cut in ten 


gauges. 


OPERATIONS ON THE CRANKSHAFT 


The crankshaft is machined from an En. 8D 


steel forging to the dimensions shown in Fig. 4 


It is inspected for flaws before being passed to a 
Herbert milling machine, equipped with a Centec 
air-operated vice, on which it is faced to length. 
Next, the larger end of the component is spotfaced 
and centred, and the opposite end is faced on a 
Herbert No, 4 capstan lathe, in 45 and 60 sec. 
respectively. For turning and facing the balance 
weight, and producing a chamfer at the junction of 
the two surfaces, a Drummond Maximinor lathe is 
employed. The outside of the web is turned with 
a single front tool, and two rear tools are fed in to 
face the side of the web and produce the chamfei 
For this operation, the work is rotated at a com 
paratively low speed, and Stellite-tipped tools are 
used to withstand the interrupted cutting. The 
floor-to-floor time is 126 sec. 

With a tool mounted on the front slide of a 
Maximinor lathe, the spindle pertion of the crank- 
shaft then is reduced from the rough forged size to 
a diameter of {é in., a length of 37% in. from 
the smaller end of the component. A second tool 
is brought into operation, shortly before the end 
of the traverse, to bring the end of the shaft to a 
diameter 0-020 in. above the size required for 
subsequent threading. 

At a further set-up on a Maximinor lathe, with 
front and rear tooling, the remainder of the turning 


over 
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i | thousands of grooves of 
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on the long part of the shaft is completed in a 
floor-to-floor time of 81 sec. The front tools pro- 
vide for turning eight diameters and one taper 
during a single traverse. Taper turning is con- 
trolled by a former plate and follower, the tool 
being mounted in a separate slide. The rear slide 
is equipped with six tools to produce five undercuts 
and one chamfer. 

A Herbert No. 4 capstan lathe, which is provided 
with a throw fixture, is employed for turning, 
facing and undercutting the eccentric pin; facing 
the end of the balance weight; and drilling and 
tapping an 8-mm. by 1-25-mm. pitch hole in the 
eccentric pin. An allowance of 0-010 in. on the 
eccentric pin diameter is left for subsequent finish 
turning. The 3-mm. wide by 1-8-mm. deep slot 
across the end of the eccentric pin, and a 3-mm. 
wide Woodruff keyway in the tapered portion of 
the shaft, are both milled on a Centec 3R produc- 
tion machine. 

Oil grooves are formed on two bearing surfaces 
by a rolling process on the Steinle No. 1 thread 
rolling io 7 ah mentioned earlier. In Fig. 
crankshaft is seen in position between the forming 
and support rolls, where it is held between centres 
in a fixture which permits rapid loading and 
unloading. By this method, batches of crankshafts 

: grooved quickly and accurately, in an average 
ie per piece of 23 sec. Other rolls are fitted, 

necessary, to produce thread forms of 19-5 mm. 
by 1 mm. pitch, and 10 mm. by | mm. pitch, on 
tne component, as indicated in Fig. 4. The grooving 


P © = diameter by 1-mm. pitch 

& r3 % thread, there are 48 
rary 2 > serrations, which are cut 
S A) on a root diameter of 

2 x 0-777 in. The general 

form of these serrations 

,| is indicated in the en 

larged view in Fig. 4, 

and to ensure that 

they are accurately centred with the axis of 
the crankshaft, they are cut on a Sykes VIOA 
gear generator, set up as shown in Fig. 6. 


The serration cutter is reciprocated at 413 strokes 
2 min. 


per min., and completes the operation in 2 
33 sec. The finished form is checked with “go” 
and “not go” serration roller gauges. 


Subsequently, the crankshaft is loaded into a 





Fig. 5. Steinle No. 1 Thread Rolling Machine 
Set Up for Rolling Oil Grooves in the Crankshaft 
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Fig. 6. Set-up on a Sykes V1OA Gear Genertinga 
Machine for Cutting Serrations on the Crankshaft 


fixture on a Herbert No. 4 Senior capstan lathe, 
on which the eccentric pin is finish turned. This 


operation is completed in 2 min. 15 sec., and the pin 
is reduced to 20 mm. diameter, with limits of 


+ 0-030 mm. +0:020 mm. After being deburred, 
the component is induction hardened to 58/62 
Rockwell C to a depth of 0-4/0-65 mm. over the 
areas indicated in Fig. 4. Finally, five diameters 
and a taper are finished in a total 

time of 5 min. 40 sec. on a Newall 

type L plain grinder. 


MACHINING THE LIGHT-ALLOY 
CASING 


Three Grob two-way drilling, tap- 
ping and fine-boring machines are 
employed for a number of operations 
on both parts of the light-alloy split 
casing which encloses the crankshaft, 
flywheel magneto, clutch, transmis- 
sion, and final drive. The two halves 


ot 


of the casing are shown in Fig. 7, 


Fig. 8. Set-up for Drilling Holes in 

Both Faces of One Portion of the 

Transmission Casing on a Grob 
Machine 
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Fig. 7. The Two Portions of the Split Casing 
which Houses the Transmission and Final Drive 


fully machined in readiness for assembly. An 
insert, seen at A, is a carbon-steel investment cast- 
ing in the form of a curved ratchet, which is used 
in conjunction with a pawl to alter the position of 
the chain-tensioner arm. The casting on the left 
in Fig. 7 is shown in Fig. 8, set up on a Grob 
drilling machine, in a fixture which enables opera- 
tions to be performed on both faces simultaneously. 
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Fig. 9. Set-up for Boring the Cylinder on a 


boring Machine 


In the figure, the work is seen after the com 
pletion of the operation during which 18 holes of 
various diameters on the near side of the casting, 
and 13 holes on the far side, are drilled in a total 
time of 77 sec. Next, the holes thus produced are 
tapped on a Grob machine, of generally similar 
design, in 69 sec. A Grob fine-boring machine is 
used to finish the princi- ‘ 
pal shaft holes and ball 
race bores in the cast- 
ings which, again, are 
held in fixtures that are 
designed to enable 
operations to be carried 
out on both sides simul- 
taneously. Certain mis- 
cellaneous side holes are 
subsequently drilled on 
Archdale and _ Herbert 
machines. 


CYLINDER BORING 


The cylinders of the 
two-stroke engine are 
bored in two operations 
on Grob _ fine-boring 
machines. In Fig. 9, 
one of these machines is 
shown set up for rough 
boring a cylinder, which 
is held in a fixture by Fig. 10. 
eam-operated clamps. At 
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the conclusion of the boring operation, 
the fixture is in a position close to the 
spindle head, and, at this point, a 
hydraulically-controlled facing tool is 
applied to machine the joint face on 
the end of the casting. The spindle 
speed on this machine is 200 r.p.m., 
and the feed, 1% in. per min. Finish 
boring is carried out on a similar 
machine, which is fitted with special 
bearings for the spindle, to ensure 
the necessary accuracy. 

In Fig. 10 is showna set-up for three 
boring operations on three different 
components, which are accommodated 
in fixtures mounted on a Precimax 
3-spindle fine-boring machine. At A 
may be the front suspension 
swinging which is held in a 
latch-type fixture and located on two 
The diameter hole 

through which the front wheel mount 

ing passes, is finish bored with a 

tungsten carbide-tipped tool, fitted to 
the head in the foreground, at a speed of 
1,050 r.p.m. and a feed of 1% in. per min. This 
component is afterwards transferred to a Cente: 
milling machine, on which the spaces between the 
two lugs at both ends are finished to size with two 
6-in. serrated-blade cutters. It may be noted, in 
passing, that the fixing lugs are subjected to X-ray 


seen 


arm, 


pegs. 35-mm. 





A Precimax 3-spindle Fine-boring Machine Equipped with 
Three Work Holding Fixtures 
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Fig. 11. A View of the Assembly Line, Showing 
the Track and Special Fixtures for Supporting the 
Scooters 


examination for the detection of internal flaws 

The fixture at B, in Fig. 10, holds a connecting 
rod while the phosphor bronze bush in the small 
end is fine bored. For this boring operation, the 
spindle 2,500 r.p.m., and the feed, 
1% in. In the third fixture, at C, may 
fitted with a phosphor- 
This bush is bored to finished size at 
Although shown 
mounted together on this machine for the purpose 
of illustration, the 
simultaneously 


speed Is 
per min. 

be seen a driving gear 
bronze bush. 


the same speed and feed. 


handled 
One spindle only is used at any 


components are not 


me time. and the components are machined im 
batches 

The assembly line for the 
in Fig. 11. A track, constructed from opposed 
channel-section steel girders, braced by T-section 
spacers, serves to guide the special wheel-mounted 
fixtures to the Each 
fixture has a square base, fabricated from angle 
iron, to which is welded a vertical tubular column. 
rhe latter is provided, at its upper end, with a 
spigot to engage with a hole in the body shell of 
the scooter. With the body thus firmly held, the 
fixture is moved along the assembly line, and is 
locked in position by a draw bolt at each station, 
while the various sub-assemblies are attached. 


scooters is shown 


assembly various stations. 
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Star “Tolerance” Rings 


George Angus & Co., Ltd., Oil Seal Division, 
Coast toad, Wallsend-on-Tyne, have recently 
acquired the sole manufacturing and selling rights 
in this country for the range of patent 
“tolerance “rings developed by Deutsche Star 
Kugelhalter, G.m.b.H., Schweinfurt, Germany. 

Available in a variety of sizes up to 3 in. dia 
meter, these rings, some examples of which are 
shown in the figure, are made from spring steel, 
of strip form, with a central corrugated portion 
In use, a ring is interposed between a bore and 
the periphery of a mating part, to provide the 
equivalent of an interference fit for transmitting a 
predetermined torque. With this arrangement, 
the need for machining the mating parts to close 
dimensional limits is obviated, and drive can be 
transmitted without the use of splines and keys. 

The fit obtained, and, consequently, the maxi- 
mum torque that can be transmitted, depends upon 
the width of the ring and the extent of compression 
of the corrugations during assembly, Compensation 
for small amounts of misalignment between the 
mating parts is prov ided by the rings, and the 
narrow plain portions at their ends prevent varia- 
tion of the corrugation-pitch during assembly. 

Another advantage claimed for the rings is that 
they obviate risk of slip due to differential ex- 
pansion caused by tempertaure changes, when the 
mating parts are made from different metals. For 
this reason, it is stated, the rings may be used to 
advantage between the outer races of anti-friction 
bearings and light-alloy housings. Among other 
applications of the rings may be mentioned the 
mounting of pulleys, flywheels, gears, bushes and 


impellers. They also provide a convenient means 


of fixing knobs, for instance, to operating levers. 


Some Typical Star ** Tolerance *’ Rings 
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Measurement of Paint Thickness 
on Aircraft 


By N. R. KEEGAN 


The paint layer on a high-speed aircraft, in 
addition to being smooth, must be of uniform 
thickness to close limits. If the thickness varies 
by only 0-001 in., film failure in the form of crack- 
ing and “ alligatoring ” may occur. This failure, 
in turn, may reduce the speed of the aircraft by as 
much as 50 miles per hour, and take-off distance 
may be increased by as much as 100 yards. 

Accurate measurement of paint thickness is thus 
essential. Tolerances specified by the United 
States Navy vary with the type of finish, and in 
some cases are as small as 0-0001 in. 

The simplest method of determining thickness 
is to measure the sheet metal with a micrometer 
before, and after, it has been painted. Obvious 
disadvantages are that such measurements are 
limited to an area near the edge of the sheet, and 
cannot be made on an assembled aircraft. Another 
method involves the use of a device which forces 
a needle through the paint to the base metal, and 
registers the depth of penetration on a gauge. 
Apart from the disadvantages that frequent recali- 





Measuring Paint Thickness on an Aircraft Skin Panel with 


a Boonton Gauge. 
Sample of the Same Alloy 


The Meter is First Set to Zero with a 


bration and needle changing are required, the 
method is tedious and destructive. 

With a third method, which is probably the 
most widely applied, a portable electronic device 
produces an oscillating tone when a probe is held 
against the test surface. The tone is heard 
through earphones, and is balanced out to the 
vanishing point by using a potentiometer to 
control a bridging circuit. Finally, the potentio 
meter setting is read and applied to a graph, from 
which the paint thickness is obtained. The dis 
advantages of this device are that it depends on 
human hearing, and the necessity of adjusting the 
graph whenever the device is recalibrated. 

Engineers in the Quality Division Laboratory 
of the Martin Co., Baltimore, Md., U.S.A., recently 
modified a Boonton film gauge to enable paint 
thickness to be measured more accurately and con 
veniently than by other methods. This instru- 
ment, originally developed to measure the thick 
ness of metallic plating, was modified and recali 
brated for checking organic films. It comprises a 
probe, indicating meter control, and a 
set of samples. The probe, which 
has three feet that rest against the 
surface to be measured, is an induc- 
tion coil which sets up an electrical 
field. 

When a conductor with an organic 
finish is brought into the electrical 
field, eddy currents circulate through 
the conductor. These currents 
generate an_ electromagnetic _ field, 
which induces an electromotive force 
in the coil. This force opposes the 
original current and changes its im- 
pedance, and the change produces a 
reading on the meter. 

The meter is first set to zero, with 
the probe resting on a sample of an 
alloy of the same composition as the 
work sheet. Calibrations of the meter 
indicate thickness of the paint in 
thousandths of an inch. The Boonton 
gauge is non-destructive, and can be 
used on any non-ferrous metal surface 
where there are no sharp irregularities 
of contour. 
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Baldwin Automatic,Control System 
for a Rolling Mill 


The cold strip rolling mill shown in Fig. 1 is 
installed in the works of D. F. Tayler, Ltd., 
Street, Birmingham, and has _ recently been 
equipped with the new nucleonic automatic gauge 
control system developed by Baldwin Instrument 
Co., Ltd., Brooklands Works, Dartford, Kent. It is 
stated that the mill is the first of its type in the 
country to be fitted with this equipment, which 
provides for automatic adjustment of the screw- 
down mechanism while rolling is in progress, so 
that strip is produced to a high de ‘gree of accuracy 
for thickness. 

Intended for use on strip mills for the cold roll- 
ing of brass, copper and steel, the control system 
depends for its action on bremsstrahlung radiation, 
which is produced by the emission of beta rays 
from a radio-active on to a 
metal target. Whereas, with beta rays, steel strip 
with a maximum thickness of only about 0-02 in. 
can be bremsstrahlung radiation, it is 
claimed, enables thicknesses ranging from 
approximately 0-004 to 0-4 in. to be checked. 


Carver 


strontium 90 source, 


measured, 


Cast steel housings, for the radio-active source 
are mounted on a C-shaped 
which embraces the strip and is posi- 


and the 
bracket, 


receiver unit, 





tioned between the rolls and the re-coiling reel. 
Part of this assembly may be seen in the close-up 
view Fig. 2, the de ‘tector unit bei sing indicated at 
A. Of robust construction, the assembly is mounted 
on a substantial cross-slide, and may be moved to 
the working position, and withdrawn to the rear 
so that it is clear of the strip, by means of 
Baldwin air cylinder. Electronic equipment incor- 
porated in the measuring head is supported by anti- 
vibration mountings, and electric cables are housed 
in heavy-gauge copper tubing. 

While gauging is in progress, radiation from the 
source is directed on to a sodium iodide crystal in 
the receiver head, and, in passing through the 
strip, its strength is reduced by an amount which 
depends upon the thickness. T ‘he reduced-stre ngth 
radiation causes the crystal to scintillate, and the 
resulting light rays are passed to an adjacent photo- 
multiplier which generates an electric current pro- 
portional to their intensity. This current is fed 
to a separate floor-mounted contro] unit, and then is 
compared with a potential, which represents the 
required thickness of the strip and can be 
as desired, by adjustment of a “set thickness ~ 
potentiometer. Any out-of-balance in this system 
causes a signal to be 
passed to a_ low-gain 
D.C. amplifier, which 1s 
connected electrically to 
the screw-down motors 
of the mill, by way of a 
discriminator unit and 
relays. 

When the _ out-of- 
balance represents a de- 
viation in the thickness 
of the strip from the 


varied, 


Fig. 1. The Robertson 

Cold Strip Rolling Mill 

Here Shown is Fitted 

with the New Baldwin 

Nucleonic Gauge Con- 
trol System 
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Fig. 1. 
Measuring Head and the Indicator Panel 


Close-up View Showing Part of the 


nominal value of between -+0:0003 and 
+0:0005 in., the discriminator unit causes the 
screw-down motors to be operated intermittently 
for a period of % sec., at intervals of 2 sec. Signals 
resulting from deviations of strip thickness exceed- 
ing +0-0005 in. cause the screw-down motors to 
be operated continuously for adjusting the roll 
setting. Alternatively, the equipment can be set so 
that intermittent and continuous adjustments of 
the screw-down mechanism are initiated when the 
thickness of the strip reaches tolerance boundaries 
different from those stated. 

During the rolling operation, the thickness of 
the strip is continuously recorded on a paper chart 
by a pen mechanism incorporated in the control 
unit. The strip thickness in relation to the nominal 
value is also indicated on a dial-type meter. An 
indicator panel, mounted close to the rolling mill, 
incorporates signal lamps which are automatically 
illuminated when the screw-down motors are at 
rest, and when the roll is being adjusted upwards 
and downwards. A safety arrangement is pro- 
vided which prevents the control system from being 
brought into use until the mill is running at a pre- 
set speed. 

Upon completion of the rolling operation, a 
micro-switch is operated by the trailing end of 
the strip, and, then, the measuring head is moved 
clear on the cross slideway. Alternatively, cross- 
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movement of the measuring head can be controlled 
by hand, through a solenoid-operated air valve. 
While the rolled strip is being removed from the 
take-up reel and a fresh coil is loaded in readiness 
for rolling, the control system is automatically cali- 
brated. An indexing shutter incorporated in the 
source holder has three apertures, one of which 
is fitted with a 0-03-in. thick steel sheet, the second 
is closed by a thick piece of lead, and the third 
is blank. Indexing of the shutter is carried out 
automatically at the end of the rearward travel 
of the measuring head, and, by setting a selector 
switch, either the blank aperture or the steel sheet 
can be interposed between the radio-active source 
and the receiver head. Calibration of the instru- 
ment is carried out by means of the steel sheet 
when the thickness of the rolled strip ranges from 
0-02 to 0-08 in., and the blank aperture is presented 
to the source when strip of thickness from 0-005 
to 0-02 in. is to be produced. The lead reference 
piece is brought to the working position, by opera- 
tion of a “ manual standardize ” switch, when the 
unit is to be calibrated at the infinity setting. 

For calibrating purposes, current from the ampli- 
fier is applied to a second discriminator unit, which 
is connected to a servo-motor by way of relays. 
Operation of the servo-motor causes a potentiometer 
to be adjusted until a zero signal is received by 
the amplifier, from the photo-multiplier in the 
receiver head. The action of the discriminator 
causes the potentiometer to be adjusted inter- 
mittently for fine setting, and continuously when 
fairly large corrections are to be made. 

Separate signal lamps are provided on the 
indicator panel, which are automatically _ illu- 
minated, during, and at the end of, the calibrating 
operation, and when gauging of the strip is actually 
in progress. Other lamps show which reference 
piece is in use during the calibrating stage. 

Built by W. H. A. Robertson & Co., Ltd., Bed- 
ford, the mill is of the 4-high, non-reversing type, 
and has 5%-in. diameter by 18-in. wide, work rolls, 
and 15-in. diameter support rolls. It is employed 
forsfinish-rolling brass strip up to 15-in. wide, with 
thicknesses down to 0-004 in., at speeds up to 
500 ft. per min. Drive to the work rolls is taken 
from a 100-h.p. mill motor. Of 12-in. diameter, 
the collapsible re-coiling reel is driven by a separate 
15-h.p. D.C. motor, and an air-operated stripper 
mechanism is provided for unloading coiled stock 
at the end of the rolling operation. 


PrRopUCTION OF Domestic ELECTRIC WASHING 
Macuines during the third quarter of 1957 totalled 
170,400 units. During the corresponding period 
in 1956, 141,500 units were produced. 
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Conference on Problems of 
Aircraft Production 


The sixth Conference on Problems of Aircraft 
Production, organized by the Southampton Section 
of the Institution of Production Engineers, was 
held at the University of Southampton on January 2 
and 3, with an attendance of about 250. The 
first contribution was the Lord Sempill paper, 
presented by Mr. Boyd K. Bucey of the Boeing 
Airplane Co., Ltd., Seattle, U.S.A., and entitled 
“ Manufacturing in the Aeronautic Age.” In the 
opening section of this paper, the author discussed 
the conditions facing the aircraft industry in the 
U.S.A., and the me thods which were being ‘adopted 
to overcome the difficulties associated, for ex ample, 
with rapid technological advances, reductions in 
Government financial support, management in very 
large organizations, and complexity of designs, 


especially of weapon systems and test equipment. 
Among the methods mentioned were the adoption 
of quality control to replace inspection, by placing 
the responsibility for quality on all the e mploye es ct 


a plant, the system being extended even to the tool 
stores, since loss of tools had been found seriously 
to affect production schedules. 

New production techniques, developed for the 
manufacture of aircraft and weapons to operate 
at increasing speeds, were then discussed, and many 
of them were illustrated in a colour, sound film, 
which was shown after the paper had been read. 

Among the subjects touched upon was the fric- 
tion sawing of titanium and stainless steel, and 
mention was made of a skin saw in the form of a 
6-in. disc, with two carbide blades, which was 
run at 10,000 r.p.m., and would cut aluminium 
up to 1 in. thick. Improved results had been 
obtained in blanking sheet material, it was stated, 
by using a steel punch, produced by a patented 
method, in conjunction with a die of the steel rule 
type, and with this arrangement, upw ards of 
100,000 parts had been blanked from %-in. material 
with a single tool. Machining of heavy-gauge stain- 
less steel and titanium was carried out with a con- 
touring machine equipped with a tool of about 
1 in. diame ter (with inserted carbide blades) which 
projected vertically from the surface of the machine 
table. Speeds of 1,600 and 800 ft. per min. were 
quoted for stainless’steel and titanium respectively, 
and liquid carbon dioxide was applied to the cutter 
for cooling purposes. 

Other operations illustrated in the film, which 


ran for about 20 min., included, for example, those 
involved in the manufacture of a double panel 
from two stainless steel ‘skins with X-section 
stiffeners between them. Extensions of each limb 
of the X were spot-welded to the top and bottom 
skins on a special machine, with the aid of a 
support mechanism which could be expanded for 
the welding operation, and then. contracted to 
permit of indexing of the assembly. Fusion-type 
machines for welding sheet titanium, in which 
a trailing shield of gas is applied to both sides of 
the material, were also shown. 

Attention was drawn to the use of heat in 
forming metals for which conventional methods 
were not suitable, and the film illustrated a Yoder 
roll-forming machine for sections, and stretch- 
forming machines for sheet and sections, on which 
the material was heated to between 1,000 and 
1,500 deg. F. (for titanium) by means of gas 
furnaces and electrical he ating elements. An 
interesting application of hot working, mentioned 
in the paper, was the upsetting of titanium rivets 
on a squeezing machine controlled by the yieldin 
of the heated rivet. Titanium alloy sheet coul 
be formed by heating it, with a simple blow- 
torch set-up, while it is in position over the punch. 
A drop hammer, fitted with a rubber pad, was then 
employed to form the sheet round the punch, the 
rubber being confined in a recess in the tup, and 
being in contact with the hot sheet for such a short 
time that it is not adversely affected. 

Other subjects mentioned in the paper included 
forgings, integrally-stiffened skin panels, super high 
strength steels, chemical milling, the standardiza- 
tion of machine tools, and numerical control. 
Improved techniques for forming, in addition to 
others already mentioned, included those involv- 
ing the use of explosives, flow-turning, and shot 
peening. A new method of making radomes, 
whereby layers of resin-impregnated glass fibre 
material were wrapped round a tapered mandrel 
in the circumferential and longitudinal directions 
alternately, was said to give very consistent elec- 
trical properties, and to enable the production 
time to be considerably reduced. 

Abstracts from the paper entitled “ Manufactur- 
ing Practice—A Review of the British Aircraft 
Industry,” presented by Mr. L. G. Burnard, 
M.L.Prod.E., A.F.R.Ae.S., Vickers- Armstrongs (Air- 
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craft), Ltd., were published in MacHINery, 
92/37—3/1/58 and 92/97—10/1/58, and refer- 
ences to this paper during the discussion at the end 
of the Conference will be given later. Instead of 
reading his rather long paper, Mr. Burnard showed 
an interesting silent film, in black and white, of 
some of the machines described in it, including 
routing machines for the production of ribbed skin 
panels and other components, and the procedure for 
making ribbed panels by chemical erosion. Equip- 
ment for the programmie control of machine tools, 
and machines for accurately bending aircraft pipes, 
were also shown in operation. 

Subsequently, a colour, sound film made by the 
Fairey Aviation Co., Ltd., was shown. Running 
for about 10 min., this film was concerned with the 
3-dimensional sculpture-milling machine built by 
the company, to which some reference was made 
at the Fourth Conference, two years ago. This 
machine incorporates the Ferranti system of mag- 
netic tape control, and will accommodate stretched 
aluminium slabs measuring up to 27 ft. long by 
7 ft. wide. We hope to describe the Fairey machine 
in detail in a future issue of MACHINERY. 

The paper entitled “Some Aspects of the De- 
sign, Development and Manufacture of the P.1 
Wing,” which was presented jointly by Mr. F. 
Bradford, A.F.R.Ae.S., and Mr. G. H. Taylor, 
who are concerned with design and production, 
respectively, for the English Electric Co., Ltd., 
was restricted in its scope by security considera- 
tions, but was of considerable interest to aircraft 
designers and production engineers. The wing 
was designed for production in two halves, each 
of which comprised an upper and a lower portion. 
These two portions were made separately, and was 
then assembled into a complete structure which 
incorporated fuel tanks and other features. Seal- 
ing of the fuel tanks, of which the wing skin 
panels form the sides, presented difficulties, and 
various methods were tried. One of these 
methods, for sealing 3-corner joints, involved the 
use of a rubber block, cured to the required 
contours in a mock-up joint which served as a die, 
and then bolted into the corner. Compression of 
the rubber block, by the fixing bolt, forced the 
material into close contact with the joint surfaces 
in the final assembly, which was thus rendered 
completely leak-proof. 

Rivets for the attachment of the skin panels 
were made leak-tight by machining a ridge, of 
90-deg. section, in the countersink surface. When 
the rivet was upset, this ridge bit into the rivet 
head, and a joint with the required characteristics 
was obtained. For a bolt, the ridge was machined 
on the conical surface of the head, so that, when 
tightening took place, the ridge bit into the skin 
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material. Joints made with these bolts and rivets 
were found to be satisfactory under pressure, even 
without the use of conventional sealants. 

Among the production methods considered in 
the part of the paper contributed by Mr. Taylor 
were those concerned with the forming of T-section 
extrusions to various angles for spar booms, and 
reference was made to an extrusion of special 
design from which these booms could be produced 
more readily. Booms were formed to fit the 
wing skin panels on a Hufford A.46 machine 
(Wickman, Ltd.), and drilling and reaming of the 
skin panels, booms and other components, per- 
formed with the aid of fixtures, was followed by 
riveting on a special machine. Among the wing 
components which were produced by machining 
methods, was a frame with a double curvature, 
which was now being made from a precision die 
pressing supplied by High Duty Alloys, Ltd. This 
pressing was made to limits of — 0-000/ —0-030 in. 
over its length of about 30 in. Another interest- 
ing component mentioned was a steel bearing 
housing made from DTD 124 and S 92 material, 
which was fabricated by welding, and subsequently 
heat-treated to provide a tensile strength of 45 to 
50 tons per sq. in. 


APPLICATIONS OF NUMERICAL CONTROL 


The discussion which followed each paper was 
somewhat limited, but a longer period was pro- 
vided after the third paper, during which questions 
could be addressed to any speaker, and _ those 
attending the conference were invited to make 
their own contributions, where they had any special 
knowledge of the subject raised. Among the 
matters discussed was the design of a capstan 
lathe mentioned by Mr. Burnard, which would 
be capable of setting itself from numerical 
information supplied in the form of a punched 
tape or card. As outlined, the lathe, arranged for 
bar feed, would be so equipped that the cutting 
tool, on passing a datum point, would register its 
position. The tool would then be controlled 
numerically and would be fed into the required 
depth, after which it would be traversed longi- 
tudinally according to the shape of the com- 
ponent required, By controlling the bar feed, and 
the tool slides and capstan head, it would be 
possible, theoretically, to prepare the lathe merely 
by clamping tools in position without setting, and 
to insert the punched tape or card, whereupon 
the machine would produce a number of com- 
ponents and stop. 

In reply to subsequent questions, Mr. Burnard 
said that where quantities as small as 10 were 
concerned, as often happened in the aircraft 
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industry, it might take, say, 1% hours to set the 
machine and 20 min. to make the parts. 
which had been made so far had shown that it 
would be possible to control one slide in the 
manner indicated, and it was now intended to 
apply the system to the remainder of the machine. 

Another application of numerical control, which 
was also in its early stages of development, was 
for the production of aircraft tubing in which 
complicated and accurate bends were required. 
The machines described in Mr. Burnard’s paper 
would lend themselves to numerical control, and 
work was proceeding in this connection. The 
production of integrally-stiffened skin panels, and 
other intricately-shaped parts, was being under- 
taken in this country largely by high-speed routing 
techniques, as described in Mr. Burnard’s paper, 
and such methods were now being applied to high- 
tensile steel components, of which two examples 
were on view. These parts had been machined 
by the routing technique, at cutting speeds of 
700 to 800 ft. per min., as compared with speeds 
up to 10,000 ft. per min. for light alloys, by 
Ferrand Luttmer, Ltd., London, with a tool of 
special design and liquid carbon dioxide cooling. 

One of the examples shown was for the Gloster 
Aircraft Co., Ltd., and had been finished on the 
outer profile in a time of 1 hour 20 min. This 
component was of S.99 steel, and had_ been 
machined with a cutter tipped with Prolite 14 
carbide, running at 4,000 r.p.m., and cooled by 
carbon dioxide at the rate of 20 lb. per hour. 
One such component could be finish-machined, 
and another rough-machined, for each regrind of 
the cutter. In the other, smaller part, a pocket had 
been machined by the routing technique. 


2 : 
Progress 


TITANIUM 


In connection with titanium, perhaps the most 
interesting point to emerge from the discussion 
was the statement by Mr. W. S. Hollis, of the 
Ministry of Supply, that the material now cost 
£6 per Ib. in the raw state and between £22 and 
£30 per Ib. of installed weight in an aircraft. Mr. 
Hollis also mentioned that, whereas tool lives of 
30 to 40 sec. were common in the early days of 
machining titanium, they had now been extended 
to as much as 20 min. Both forming and resistance 
welding were being carried out satisfactorily. Mr. 
Taylor, of the English Electric Co., Ltd., said that 
his company had been machining C130AM titanium 
with carbide tools, which could be used for periods 
up to 4 hours without re-grinding, at a cutting 
speed of 180 ft. per min. It was advisable, he 
said, to produce blanks for small forgings by 
machining from the bar, rather than by upsetting 
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methods, the latter rendered the material 
almost unmachinable. Scalping between heats 
might also be carried out with advantage. 

Mr. J. Purcell, of the College of Aeronautics, 
Cranfield, described some experimental work in 
which it had been found that build-up of titanium 
took place on the cutting edge of a tool, and if it 
was removed, some of the tool material was carried 
away. If the build up was allowed to take place at 
a slow cutting speed, of the order of 50 ft. per min., 
a protective shield of titanium was formed on the 
cutting edge and the speed could then be increased 
by as much as five times, while still obtaining 
reasonable tool life. In answer to Mr. Burnard’s 


since 


suggestion that a chemical coolant should prevent 
pressure welding, and consequent build up, Mr. 
Purcell said that it was difficult to maintain a film 
between the tool edge and the component face. 


MIST LUBRICATION FOR CUTTING TOOLS 


Mist lubrication of cutting tools was also dis- 
cussed at length, following ‘a description of the 
system by Mr. Burnard, in which he mentioned the 
machining of light alloys with carbide cutters. 
These cutters originally had a life of one or two 
days between regrinds, but with mist cooling they 
lasted for a week or more. On this subject, Mr. 
A. E. N. Bolton, of Sperry Gyroscope Co., Ltd., 
reported that slots, ;'¢ in. wide and up to % in. 
deep, were being milled in forged steel, of 65 tons 
tensile strength, with a solid carbide cutter, which 
was run at 30,000 r.p.m. The best results had 
been obtained with DTD 585, a hydraulic fluid 
based on paraffin, which had enabled cutter life 
to be increased by 50 to 60 per cent. 

Mr. J. Glennie of Bristol Aircraft, Ltd., asked 
Mr. Burnard whether the use of mist coolants 
might not be undesirable for health reasons, and 
the answer was that less than a pint per day 
per cutter was employed and was delivered through 
a very small jet. On reaching any metal parts of 
the machine, the jet was converted into a liquid 
which ran away, so that there was very little 
mist in the air breathed by the operator. 

Mr. Bolton said that owing to discomfort 
experienced by operators on machines adjacent to 
those equipped for mist cooling, his company had 
fitted vacuum extraction nozzles on the opposite 
sides of the cutters to the mist jets, to take away 
overspray. For one operation, more than % gal. 
per day was being used. Mr. Burnard remarked 
that only the minimum of spray needed to form a 
coating on the cutter, to provide lubrication and 
prevent pick-up and consequent smearing of the 
machined face, was employed. It was” suggested 
by Mr. Bolton, however, that any reduction in the 
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amount of coolant applied would result in shorter 
cutter life, and extractors had therefore been fitted. 
Mr. Purcell described an apparatus for measuring 
the amount of coolant that would be breathed in 
by an operator. 


STANDARDIZATION 


On the subject of standardization of design, 
Mr. Bucey commented that, at one time, it had 
been the practice of the Boeing Co. to place in a 
book a drawing of any clip or bracket which might 
be useful in another application. Eventually the 
number of books became so large that no one 
would consult them. It was now found to be 
quicker to design another component than to 
search for an existing design. Among the items 
that were standardized were bolts, screw and 
flange holes, tools, tube-bend radii and milling 
cutter sizes. Pulley brackets were normally made 
from standardized double extrusion material. 

For tooling, Mr. Bucey outlined an elaborate 
system of consultation whereby everyone likely to 
be concerned with a tool was asked to make com- 
ments and suggestions. In this way, even badly- 
designed tools were made acceptable to the men 
in the shop. He also described a bonus system 
operated by the Boeing Co., whereby a percentage 
of profits was put aside and distributed at the 
end of the year, according to the quality of the 
work done by each individual employee. Part of 
this money was normally paid in the form of 
shares to foster an interest in the company, and 
this year it would all be in shares because of the 
need for re-equipment. 


USE OF CASTINGS 


Mr. J. W. Jones, of the College of Aeronautics, 
asked if any castings were employ ed in airframes 
in the U.S.A. and if any were used in the P.1, to 
which Mr. Bucey replied that inconsistencies in 
the physical properties of castings were limiting 
their application in America. Mr. Bradford said 
that some castings were used on the P.1, but since 
they often had to be machined all over they might 
prove uneconomic. Mr. Taylor indicated ‘that he 
was very interested in the application of castings 
to airframe construction, and showed a photograph 
of a typical component, made by the shell moulding 
process, which had been produced to limits of 
0-010 in. and required no machining. This part, 
a corner bracket, had been used in the Canberra. 
Another component, which was being cast, was 
incorporated in the front undercarriage, and invest- 
ment castings in steel were employed for aileron 
hinges. The Investment-X process of investment 
casting (Macuinery, 86/37—7/1/55), was being 
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investigated. Mr. P. V. Brown, of the Ministry 
of Supply, said that the Ministry was arranging 
for the installation of a vacuum furnace capable of 
melting and casting weights up to 600 lb., and 
important developments could be anticipated, since 
steel makers felt that they could achieve up to 85 
tons ultimate tensile strength, with 7 per cent 
elongation. There was some doubt, however, 
about the reliability of the castings. 

With reference to forgings, Mr. Bucey said that 
the Boeing Co. had been using welded bulkheads, 
but for various reasons had been compelled to 
adopt the forging method instead, and it had 
proved very successful. On the other hand, diffi- 
culties and delays in the making of precision 
forging dies, coupled with their high cost, would 
lead them back to the use of weld-fabricated parts. 
He thought that the method, originated in this 
country, of using stretch-levelled slabs, and machin- 
ing components from them under numerical con- 
trol, would soon be adopted in the U.S.A. Design 
changes could be made easily and quickly, and a 
numerically-controlled machine could probably be 
purchased for about the same outlay as a set of 
precision forging dies. 


WELD FABRICATION 


Much interest was shown in Mr. Burnard’s 
descriptions of the use of weld-fabrication methods 
for the production of such large aircraft com- 
ponents as fuselage bulkheads, which he had noted 
on a recent visit to the U.S.A. Welding was 
carried out with electrodes which gave deposits 
that could be heat-treated to a strength of about 
90 tons per sq. in. By good design, a structure 
could be obtained with a strength equivalent to 
that of the material from which it was made. 
Another interesting example was a large under- 
carriage component of wish-bone shape, made from 
three steel parts, which were machined to finished 
size before they were welded. Excess material 
was left at the welding positions and the parts 
were then butt-welded to the exact dimensions 
required. 

Mr. Bradford said that he had investigated the 
problem of attaching 14-s.w.g. stringers to 16-s.w.g. 
skin panels by spot welding, and had found that a 
minimum flange width of 0°95 in. was specified 
for a circular spot-weld slug of 0-3 in. diameter. 
Since %-in. diameter rivets at l-in. pitch, with a 
0-6-in. wide flange, would have been adequate, 
he thought that this width should also be suitable 
for spot welding. Was there any reason, he 
enquired why the electrodes should not be of 
elongated shape, measuring 0-2 by 0:4 in., so that 
the flange width could be reduced to 0-6 in. with- 
out anv reduction in strength? Mr. C. A. Burton, 
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of Sciaky Electric Welding Machines, Ltd., said 
that it should be possible to obtain satisfactory 
welds of the form suggested. 

Mr. Taylor described an interesting method of 
riveting skin panels, about % in. thick, to other 
components in wing structures, which could have 
been used for making a leak-proof wing tank had 
their other efforts been unsuccessful. This method 
involved drilling holes in the skin of a depth equal 
to about two-thirds of its thickness and then 


machining a recess at the bottom of each hole. 
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Plain cylindrical rivets were used which were 
supported above the stringer surface during a 
preliminary upsetting operation. At this stage, the 
rivet was pushed in until the end spread sideways 
into the machined recess, the under-surface of the 
sheet being supported to prevent penetration. 
The support bush was then removed and the rivet 
head upset in the normal manner. This technique 
was available for anyone who wished to use it. 
A demonstration panel was shown which had been 
made in this manner described. 


Trade Publications 


BrrFiELD Inpustries, Lrp., Stratford House, Stratford 
Place, W.1.—Leaflet on the Multi-Constaflo control for 
water flow rates from 7 to 18 gal. per min. which has 
recently been added to the Birflo range. 


Tue WALTERISATION Co., Lrp., Purley Way, Croydon. 
Folder devoted to the company’s Fasbond paint-bonding 
process. The treatments available are briefly 
described, and sections are concerned with pre-treatment, 
making up and operation, and plant required. 


various 


R. B. Putin & Co., Lrp., Phoenix Works, Great West 
Road, Brentford, Middlesex.—Publications concerned with 
the company’s electrically-actuated traffic barrier for control 
and safety on factory roadways and in similar situations. 
The construction is described in detail. 


Repairs, Lrp., 81 Saltergate, Chesterfield, 

Publication concerned with the metal stitch- 
repairing 
Illustrations are included of typical castings which have 


CASTING 
Derbyshire. 
ing process for cracked and broken castings. 


been repaired in this manner. 


Rost Brotuers (GAInsBporouGH), Lrp., Bearings Divi- 
sion, Gainsborough, Lincs. Folder with illustrations of 
Heim and Rose spherical bearings and spherical bearing 
will accommodate misalignment and 


rods ends which 


provide for the transmission of motion at varying angles. 


TeLePpHone Renrats, Lrp., Kent House, Rutland 
Gardens, Knightsbridge, London, S.W.7.—Folder drawing 
attention to the services offered by the company in connec- 
tion with production control, internal broadcasting, and 
internal telephone systems. 


ConsOLIDATED Pneumatic Toot Co., Lrp., 232 Dawes 
Road, London, 8.W.6. Fully illustrated publication which 
constitutes the first section of the company’s accessories 
catalogue, and covers an extensive range of hosepipes and 
hose fittings. Recommendations are included for various 
types and sizes of pneumatic tools. 


Oversgas), Lrp., 2 Caxton Street, London. 
contact 


R. H. Coie 
S.W.1.—Booklet devoted to selenium 
rectifiers made by Siemens & Halske. Primarily intended 
for radio and television applications, it is stated that these 
of their small size and high output 


( ooled 


rectifiers, by reason 


current capac ity, are proving olf increasing interest to manu- 
facturers of solenoid actuators and electro-magnetic valves. 


Road, 


types of 


Lonpex, Ltp., 207 
S.E.20. 


electro-magnetic 


Anerley Works, 
List No. 174 describes 


batch counters which are suitable for a 


Anerley 
London, two 


variety of industrial applications. 


Hersert Morris, Lrp., P.O. Box 7, Loughborough.— 
Catalogue (F175) of electric chain hoists which are available 
in various types with capacities of }, $, and 1 ton. Folder 
F176 is concerned with lever pull hoists in 3-, 14-, and 3-ton 
sizes; and Folder F177 with triple gear pulley-blocks for 
working loads from } to 20 tons. 


British BrrumMen Emutsions, Lrp., Dundee Road, Trad- 
Bucks. Folder with the 
company’s Wearproof for reconditioning factory floors. 
This product is added to a concrete or cement mix. No 
treated 


ing Estate, Slough, concerned 


hacking out is required, and the floor can be 
progressively, as space becomes available, with a minimum 
of interference with normal work. 
= > ‘ 
Dawson, McDonatp & Dawson, Lrp., C 
Works, Ashbourne.—Leaflet describing the type D series 
2 and 3, oil-free, diaphragm, aiz compressors, which are 
The series 3 unit can 


»ympton 


directly coupled to electric motors. 
now be supplied with fan cooling whereby the running 
temperature is considerably reduced and diaphragm life 
increased. 

Parliament Steet, 
-Catalogue of RMB minia- 
Miniatures S.A., 
load 


Miniature Bearincs, Lrp., 39 
Westminster, London, S.W.1. 
Roulements 
Information is 


ture bearings made by 
Bienne, Switzerland. 
capacity, friction torque, inspection tolerances, mounting 
and mounting fits, cleaning, lubrication, and angular 
contact. The various types of bearings are illustrated and 
particulars of the available sizes are conveniently tabulated. 
In addition details are appended of three new series of inch 
size bearings which are now in production or preparation. 
The agents point out that since the 1954 catalogue was 
issued, the production of Series E, O, and OT bearings has 
These bearings, however, will still be 
A new series of NUS 


which are similar to 


included on 


been discontinued. 
supplied until stocks are exhausted. 

roller bearings has been introduced, 
the NU series, but without inner races. 
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amount of coolant applied would result in shorter 
cutter life, and extractors had therefore been fitted. 
Mr. Purcell described an apparatus for measuring 
the amount of coolant that would be breathed in 
by an operator. 


STANDARDIZATION 


On the subject of standardization of design, 
Mr. Bucey commented that, at one time, it had 
been the practice of the Boeing Co. to place in a 
book a drawing of any clip or bracket which might 
be useful in another application. Eventually the 
number of books became so large that no one 
would consult them. It was now found to be 
quicker to design another component than to 
search for an existing design. Among the items 
that were standardized were bolts, screw and 
flange holes, tools, tube-bend radii and milling 
cutter sizes. Pulley brackets were normally made 
from standardized double extrusion material. 

For tooling, Mr. Bucey outlined an elaborate 
system of consultation whereby everyone likely to 
be concerned with a tool was asked to make com- 
ments and suggestions. In this way, even badly- 
designed tools were made acceptable to the men 
in the shop. He also described a bonus system 
operated by the Boeing Co., whereby a percentage 
of profits was put aside and distributed at the 
end of the year, according to the quality of the 
work done by each individual employee. Part of 
this money was normally paid in the form of 
shares to foster an interest in the company, and 
this year it would all be in shares because of the 
need for re-equipment. 


USE OF CASTINGS 


Mr. J. W. Jones, of the College of Aeronautics, 
asked if any castings were employed in airframes 
in the U.S.A. and if any were used in the P.1, to 
which Mr. Bucey replied that inconsistencies in 
the physical properties of castings were limiting 
their application in America. Mr. Bradford said 
that some castings were used on the P.1, but since 
they often had to be machined all over they might 
prove uneconomic. Mr. Taylor indicated that he 
was very interested in the application of castings 
to airframe construction, and showed a photograph 
of a typical component, made by the shell moulding 
process, which had been produced to limits of 
0-010 in. and required no machining. This part, 
a corner bracket, had been used in the Canberra. 
Another component, which was being cast, was 
incorporated in the front undercarriage, and invest- 
ment castings in steel were employed for aileron 
hinges. The Investment-X process of investment 
casting (MacHINERY, 86/387—7/1/55), was being 
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investigated. Mr. P. V. Brown, of the Ministry 
of Supply, said that the Ministry was arranging 
for the installation of a vacuum furnace capable of 
melting and casting weights up to 600 lb., and 
important developments could be anticipated, since 
steel makers felt that they could achieve up to 85 
tons ultimate tensile strength, with 7 per cent 
elongation. There was some doubt, however, 
about the reliability of the castings. 

With reference to forgings, Mr. Bucey said that 
the Boeing Co. had been using welded bulkheads, 
but for various reasons had been compelled to 
adopt the forging method instead, and it had 
proved very successful. On the other hand, diffi- 
culties and delays in the making of precision 
forging dies, coupled with their high cost, would 
lead them back to the use of weld-fabricated parts. 
He thought that the method, originated in this 
country, of using stretch-levelled slabs, and machin- 
ing components from them under numerical con- 
trol, would soon be adopted in the U.S.A. Design 
changes could be made easily and quickly, and a 
numerically-controlled machine could probably be 
purchased for about the same outlay as a set of 
precision forging dies. 


WELD FABRICATION 


Much interest shown in Mr. Burnard’s 
descriptions of the use of weld-fabrication methods 
for the production of such large aircraft com- 
ponents as fuselage bulkheads, which he had noted 
on a recent visit to the U.S.A. Welding was 
carried out with electrodes which gave deposits 
that could be heat-treated to a strength of about 
90 tons per sq. in. By good design, a structure 
could be obtained with a strength equivalent to 
that of the material from which it made. 
Another interesting example was a large under- 
carriage component of wish-bone shape, made from 
three steel parts, which were machined to finished 
size before they were welded. Excess material 
was left at the welding positions and the parts 
were then butt-welded to the exact dimensions 
required. 

Mr. Bradford said that he had investigated the 
problem of attaching 14-s.w.g. stringers to 16-s.w.g. 
skin panels by spot welding, and had found that a 
minimum flange width of 0-95 in. was specified 
for a circular spot-weld slug of 0-3 in. diameter. 
Since %-in. diameter rivets at l-in. pitch, with a 
0-6-in. wide flange, would have been adequate, 
he thought that this width should also be suitable 
for spot welding. Was there any reason, he 
enquired why the electrodes should not be of 
elongated shape, measuring 0-2 by 0:4 in., so that 
the flange width could be reduced to 0:6 in. with- 
out any reduction in strength? Mr. C. A. Burton, 


was 


Was 
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of Sciaky Electric Welding Machines, Ltd., said 
that it should be possible to obtain satisfactory 
welds of the form suggested. 

Mr. Taylor described an interesting method of 
riveting skin panels, about % in. thick, to other 
components in wing structures, which could have 
been used for making a leak-proof wing tank had 
their other efforts been unsuccessful. This method 
involved drilling holes in the skin of a depth equal 
to about two-thirds of its thickness and then 


machining a recess at the bottom of each hole. 
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Plain cylindrical rivets were used which were 
supported above the stringer surface during a 
preliminary upsetting operation. At this stage, the 
rivet was pushed in until the end spread sideways 
into the machined recess, the under-surface of the 
sheet being supported to prevent penetration. 
The support bush was then removed and the rivet 
head upset in the normal manner. This technique 
was available for anyone who wished to use it. 
A demonstration panel was shown which had been 
made in this manner described. 


Trade Publications 


BirFIELD INpbusrries, Lrp., Stratford House, Stratford 
Place, W.1.—Leaflet on the Multi-Constaflo control for 
water flow rates from 7 to 18 gal. per min. which has 
recently been added to the Birflo range. 


THe WALTERISATION Co., Lrp., Purley Way, Croydon. 
Folder devoted to the company’s Fasbond paint-bonding 
The various treatments available are briefly 
described, and sections are concerned with pre-treatment, 
making up and operation, and plant required. 


proc ess. 


R. B. Puturw & Co., Lrp., Phoenix Works, Great West 
Road, Brentford, Middlesex.—Publications concerned with 
the company’s electrically-actuated traffic barrier for control 
and safety on factory roadways and in similar situations. 
Che construction is described in detail. 


Repairs, Lrp., 81 Saltergate, Chesterfield, 
Publication concerned with the metal stitch- 
repairing cracked and_ broken 
Illustrations are included of typical castings which have 
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Derbyshire. 
ing process for castings. 


been repaired in this manner. 


GAINSBOROUGH), Ltp., Bearings Divi- 
Gainsborough, Folder with 
Heim and Rose spherical bearings and spherical bearing 
misalignment 


Rose BROTHERS 


sion, Lincs. illustrations of 
and 


provide for the transmission of motion at varying angles. 


rods ends which will accommodate 


Rutland 
-Folder drawing 


TELEPHONE RENTALS, Lrp., Kent House, 
Gardens, Knightsbridge, London, S.W.7. 
attention to the services offered by the company in connec- 
tion with production control, internal broadcasting, and 


internal telephone systems. 


CONSOLIDATED PNeuMATIG Toot Co., Lrp., 232 Dawes 
Road, London, $.W.6. Fully illustrated publication which 
constitutes the first section of the company’s accessories 
catalogue, and covers an extensive range of hosepipes and 
hose fittings. Recommendations are included for various 
types and sizes of pneumatic tools. 


R. H. Core (Overseas), Lirp., 2 Caxton Street, London, 
S.W.1.—Booklet 
rectifiers made by Siemens & Halske. 
for radio and television applications, it is stated that these 
of their small size and high output 


selenium 
Primarily intended 


devoted to contact cooled 


rectifiers, by reason 


current Capacity, are proving of increasing interest to manu- 
facturers of solenoid actuators and electro-magnetic valves. 


Road, 


types of 


Anerley Works, 
List No. 174 
batch counters which are suitable for a 
variety of industrial applications. 


Lonpvex, L1tp., 207 
London, S.E.20. 


electro-magnetic 


Anerley 


describes two 


Hersert Morris, Lrp., P.O. Box 7, Loughborough.— 
Catalogue (F175) of electric chain hoists which are available 
in various types with capacities of }, 4, and 1 ton. Folder 
F176 is concerned with lever pull hoists in 3-, 14-, and 3-ton 
sizes; and Folder F177 with triple gear pulley-blocks for 
working loads from } to 20 tons. 


British Brrumen Emutsions, Lrp., Dundee Road, Trad- 
ing Estate, Bucks. Folder with the 
company’s Wearproof for reconditioning factory floors. 
This product is added to a concrete or cement mix. No 
hacking out is required, and the floor can be treated 
progressively, as space becomes available, with a minimum 


Slough, concerned 


of interference with normal work. 


Dawson, McDonatp & 
Works, Ashbourne. 


9 


Dawson, Lip., 
-Leaflet describing the type D series 
compressors, which are 

The series 3 unit can 


Compton 


and 3, oil-free, diaphragm, air 
directly coupled to electric motors. 
now be supplied with fan cooling whereby the running 
temperature is considerably reduced and diaphragm life 
increased. 


Lrp., 39 Parliament Steet, 
Catalogue of RMB minia- 


MINIATURE BEARINGS, 
Westminster, London, S.W.1. 
ture bearings Roulements Miniatures S.A., 
Bienne, Switzerland. load 
capacity, friction torque, inspection tolerances, mounting 
fits, lubrication, angular 
The various types of bearings are illustrated and 


made by 
Information is included on 


mounting cleaning, and 
contact. 


particulars of the available sizes are conveniently tabulated. 


and 


In addition details are appended of three new series of inch 
size bearings which are now in production or prepatation. 
The agents point out that since the 1954 catalogue was 
issued, the production of Series E, O, and OT bearings has 
been discontinued. These bearings, however, will still be 
A new series of NUS 
roller bearings has been introduced, which are similar to 
the NU series, but without inner races. 


supplied until stocks are exhausted. 
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‘“ National ’’ Machines to be Built 
in this Country 


Arrangements have recently been concluded 
whereby a range of forging, cold heading and 
precision nut tapping machines, also Reduceroll 
roll forging machines and Maxipres forging presses, 
developed by the National Machinery Co., Tiffin, 
Ohio, U.S.A., will be built under licence by 
W. H. A. Robertson & Co., Ltd., Bedford. Sales 
and service of the British-built machines will be 
handled by Buck & Hickman, Ltd., Otterspool 
Way, By-Pass, Watford, who will continue to 
distribute National machines made in the U.S.A. 

Production of high-speed nut tapping machines 
has already started in this country, and delivery 
is expected to begin in about 6 to 8 months’ time. 
It is anticipated that the full range of British-built 
National machines of different types and sizes will 
be available within the next two years. 

The tapping machines, an example of which is 
shown in Fig. 1, are being made in four sizes with 
capacities for handling hexagon nuts of 4, %, ' 
and % in. sizes. Of the non-reversing type, these 





Fig. 2. National j-in. Capacity Double-stroke Cold Heading 
Machine 





Fig. 1. An Example from the Range 
of National High-speed Nut Tapping 
Machines 


machines are fully automatic in 
operation, and incorporate a number 
of advanced design features which 
enable accurate threads to be cut at 
high speeds. Bent-shank taps of a 
special design are employed, and a 
pitch control system is incorporated. 
Other features include safety stopping 
devices and a sorting unit. As an indi- 
cation of the production rates obtain- 
able, it may be noted that the smallest 
machine will handle 96 nuts with 
ANC threads or 72 nuts with ANF 
threads per min. 

Solid die cold heading machines 
will be available in single and double 
stroke designs, and will include 
tubular. ball, and roller headers. 
Initially, the machines will be built 
in five sizes for handling stock of %, 
*s, 4, %& and % in. diameter, although 
the range will be extended later to 
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Fig. 3. National 4-in. Capacity High Duty 


The double- 


shown in Fig. 2, is 


include headers up to % in. capacity. 
stroke cold heading machine 
intended for the production of machine bolts, car- 
riage bolts and cap screws, for example, with shank 
diameters up It incorporates recently- 
developed cut-off and transfer units and a new 
oscillating tool holder and dynamic counterbalance 
svstem which permit increased operating speeds. 
\ new workpiece also fitted which 
—— improved die life. The all-steel box-type 
bed is of exceptional strength to provide the neces- 
sary rigidity, and all moving parts are enclosed. 
The machine will produce bolt blanks at the 
rate of 135 per min., and on the single-stroke 
header of similar capacity, the output rate is 
160 blanks per min. On the %, *%, % and %-in. 
double stroke machines bolt blanks can be pro- 
duced at rates of 250, 225, 200 and 175 per min. 
respectively. The corresponding figures for the 
single-stroke machines are 400, 330, 275 and 225. 
National high- duty forging machines will be built 
with capacities for handling bar stock of 1, 1%, 2 
2%, 3, 4, 5 and 6 in. dis imeter, and opeyating speeds 
ranging from 90 to 27 strokes per min. In Fig. 3 
is shown the 4-in. capacity forging machine which 
has a working speed of 35 strokes per min. This 
machine has a short compact bed, and a long 
overarm heading slide which ensures accurate 
alignment of the punch and die. Other design 
features include a suspended gripper slide and 
an air-operated clutch with friction slip relief. 
The Reduceroll roll-type forging machines will 


to % in. 


ejector is 
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handle bar stock of cir- 
cular or square cross sec- 
specially 
designed for ae -forming 
blanks that are to be sub- 
sequently Si to the 
desired shape in a forg- 
ing press. The mach- 

enable blanks of 


shape to be 


tion, and are 


ines 
uniform 
readily 


prepared, and 


the subsequent _ press- 
forming operation can 
usually be performed 
without re-heating the 
work. These 
will be built in 6 sizes 
which are designated 
No. 1, 2, 4, 6, 7% and 
10. 

Maxipres high-speed 
forging presses are to be 
made in 5 sizes with 
capacities of 700, 1,300, 
1,600, 2,000 and 2,500 
tons. These presses have operating speeds of 
90, 80, 70, 60 and 55 strokes per min., and ram 
travels of 8, 10, 11, 12 and 14 in. In Fig. 4 are 
shown, the Maxipres 700 ton press and the No. 4 
size Reduceroll roll forging machine, set up for 
the production of wrenches. 


machines 


Fig. 4. A Maxipres 700-ton Forging Press and 
a No. 4 Size Reduceroll’Roll Forging Machine 
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News of the Industry 


Greenwoop & BatLey, Ltp., Armley Road, 
Leeds, are experiencing a well-maintained demand 
for their various products. Standard-type cold 
heading machines of various sizes are in hand, also 
the high-speed, solid die, double-blow machines, 
up to %-in. capacity. In addition, we may note 
orders for thread rolling machines, bolt head 
trimming presses, and screw nicking machines. 
Friction screw presses are another active line, and 
recent orders cover machines with capacities of 
20, 125, 450 and 1,000 tons. Horizontal hot 
forging machines, for 1- and 1%-in. diameter bars, 
are also being built. Special equipment on order 
includes single- and double-spindle vertical profile 
milling machines; vertical double-action punching 
and cupping presses for cap shells, with double 
feed rolls and transfer mechanism; and horizontal, 
multiple-operation, toggle-type drawing machines 
with hopper feed. We may note recent export 
business with Canada, Australia, India, and 
Pakistan. 

Greenbat fixed and elevating platform electric 
trucks, including fork-lift types, are in brisk 
demand, and a good business is reported in mining 
locomotives. Our attention was drawn to a 10-ton 
fixed platform electric truck with power-assisted 
steering, which has been built for the Atomic 
Energy Commission; and to a 5-ton, elevating- 
platform truck, with a hopper mounted on the 
platform, for carrying aluminium powder, which 
is blown from the hopper into the furnace. The 
latter vehicle is destined for an aluminium plant 
in Canada. We hope to make further reference 
to both these trucks in due course. We may note 
a recent order from the National Coal Board for a 
14-ton battery locomotive of 90 h.p. 





Hayes EnNcIneers (LEEDS), Lrp., Gelderd Road, 
Leeds, inform us that there is a sustained demand 
for their Diemaster and Tracemaster precision 
vertical milling machines, some of which are being 
equipped with Hydrotracer hydraulic copying 
equipment, and jig boring and high-speed milling 
attachments. Recent developments include a fully- 
automatic machine for 3-dimensional copy 
machining of solid rotor blades; an automatic 
machine for sinking square cavities in turbine 
blades, and a special, twin rotary table, cam milling, 
machine. We hope to make further reference to 
these special machines at a later date. Tracer 


valves, hydraulic pump units, and hydraulic pro- 
filing equipment for application to machine tools 
are in good request. 

In the machine tool sub-contract section we 
noted a number of automatic tool and cutter grind- 
ing machines and die-casting machines in progress. 
Recent plant additions include a large Coventry 
thread-grinding machine, and Precimax 6- by 
12-in. plain and 10- by 20-in. universal grinding 
machines. The firm’s slideway grinding capacity 
has been doubled by the conversion of a planing 
machine for slideway grinding, by the lieition 
of a universal grinding head to the cross-slide and 
hydraulic transmission to the table. 


MincLey & SurcLiFFE, Lrp., Hunslet, Leeds, 
report a steady influx of orders for their various 
types of plain and universal horizontal and vertical 
milling machines, also for radial drilling machines 
up to 6 ft. radius. A new size of vertical milling 
machine, in course of development, will have a 
48- by 1l-in. table. This machine incorporates 
the table and knee of the latest No. 3 size plain or 
universal horizontal milling machine. We may 
also note that orders are in hand for turret- 
head type milling machines. Among _ plant 
recently installed we noted a Herbert No. 7 
Preoptive turret lathe, an Abwood circular dividing 
machine, and a Herbert broaching machine. 

CamMpBELLS & Hunter, Lrp., Sayner Road, 
Leeds, have some capacity available for cutting 
spur gears up to 8 ft. 6 in. diameter, and bevel 
gears up to 3 ft. diameter. Gears can be supplied 
complete or machined from customers’ blanks. 

SamMuEL Denison & Son, Ltp., Hunslet Foundry, 
Leeds, are well placed for orders for testing 
machines and weighing equipment from both home 
and overseas customers. On the testing machine 
side, in addition to standard-type dial machines, 
of various capacities, we may note creep testing 
machines and special-purpose types. Orders are 
also in hand for various sizes of weighbridges and 
for conveyor*type weighers. 

FraANK WiccLESwortH & Co., Ltp., Saltaire, 
Shipley, have supplied a leaflet describing their 
Texrope grommet V-belts, a development which 
has resulted from co-operative research by the 
Allis-Chalmers and B. F. Goodrich companies. 
Compared with normal V-belts, the grommet type 
is claimed to have from 20 to 50 per cent longer 
life, with cooler running, increased shock absorb- 
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ing capacity, much lower shrinkage and stretch, 
improved grip, and 20 per cent greater tensile 
strength. 


TExTILE MACHINERY CONTRACTS, valued at more 
than £700,000, were concluded with British firms 
by the Chinese textile machinery mission before 
they left Britain at the end of last year, according 
to the China Trade and Economic Newsletter. 
Deliveries are to begin in March and are to be 
completed before the end of 1958. 


PriestMAN Brotuers, Lrp., Hull, have applied 
ten grabs for Colvilles’ new ore discharging installa- 
tion at the deep water berthage at General 
Terminus Quay, Glasgow. Four are of 170 cu. ft., 
four of 140 cu. ft., and two of 70 cu. ft., 4-rope 
Trojan type. Two “Cob” Mark V_ excavators, 
fitted with scraper plates to clear the ore into the 
squares of the hatches, were also supplied for work 
inside the ships’ holds. 


Coming Events 

INSTITUTION OF MECHANICAL ENGINEERS.—Afplied Mecha- 
nics Group. January 22, at 6.45 p.m., at the Institution, 
Walk, London, S.W.1; discussion on ‘* The 
Measurement of Noise and Vibration.’’ General Meeting. 
January 24, at 4.30 p.m., at the Institution; paper on 
**The Management Control of Small Engineering Firms,” 
by L. Fontaine, M.Sc., J. W. Walker, B.Sc. (Eng.) ; and 
W. R. Spencer. 

InstiruTE OF Meratr 
January 21, at 6.30 for 7 p.m. 
paper on 


R. A. FF. 


INSTITUTION OF 
Sub-centre. 


H. B. 





1 Birdcage 


FINisHInG.— South-West Branch. 
, at the Grand Hotel, Bristol; 

‘Hard Chromium Plating of Gun Barrels,”’ by 
Hammond. 


South-Western 
January 23, at Electricity Show- 
Bedford Street, Exeter; Safety in the 
Use of Portable and Transportable Electrical Equipment in 
Industry,” by J. W. Bunting. 
INSTITUTION OF PRODUCTION ENGINEERS. 
January 21, 
Cleveland 
Power and its 
I. Munro, B.Sc. 
the College of Art, Derby; lecture on “ 
Mill,” by S. C. Fenton. Manchester January 27, 
at 7.15 p.m., at the Reynolds Hall, Manchester College of 
Technology, Sackville Street, Manchester; 
lecture on “ Plastics Material in Engineering,” by A. P. 
Clark. Stoke-on-Trent Section. January 27, at 
at the Grand Hotel, Hanley, Stoke-on-Trent; lecture on 
* Nuclear Power and its Effect on the Production Engineer,” 
by I. Munro, B.Sc. Oxford Section. January 21, at 
7.30 p.m., at S. Smith & Sons, Witney Airfield, Witney, 
Oxon.; lecture on “ 
by a representative 
will also be shown. 


ENGINEERS. 
3 p.m., at the 
paper on ~ 


ELECTRICAL 


rooms, 


Tees-side Section. 
at the College of Further Education, 
Avenue, Darlington; * Nuclear 
Effect on the Production Engineer,” by 

Derby Section. 


at 7 p.m., 
lecture on 


January 24, at 7 p.m., at 
We Build the Jig 
Section. 


Science and 


7.30 p.m., 


of Vaughan Associates, Ltd. A film 
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Melting Furnace Film 


A 16-mm. sound film, concerned with the 6-cwt. capacity 
carbon-rod resistor furnace which is installed at the experi- 
mental foundry of the British Steel Costing Research 
Association, East Bank Road, Sheffield, 2, has been made 
by the Association’s own film unit. Originally produced 
to illustrate the inaugural lecture of the recently announced 
exchange series between the B.S.C.R.A. and the Steel 
Founders’ Society of America, this 15-min. film describes 
in detail the construction and operation of this steelmaking 
furnace which was the first of its type to be ordered for 
installation in this country. The film is available to 
non-members of the Association on payment of a hire charge 
of £5 5s. Od., 
Secretary of the 





and application should be made to the 
Association at the above address. 


Che British North 


ductivity has arranged the 





London Pro- 
following confer- 
ences which will be held in the Council Chamber, Federa- 
tion of British Industries, 21 Tothill Street, S.W.1. 

Production Control, March 13. Subjects to be discussed 
include reduction of variety; streamlining small quantity, 
complex production; flow production; 


Productivity Council, 


Committee, 


London, 


and computers in 
the service of production. 

Work Study—the Universal 
considered will include 
methods; fatigue study; 
analytical estimating; 


Load, 


method study; 


May 15. Aspects 
organization and 
work measurement; 


time study; 


memo motion analysis; and pre- 
determined motion line systems. 
obtained from the Hon. 


M.1.Prod.E., A.M.1.LA., 
Middlesex. 


Further particulars may be 
Secretary, Mr. Charles Cooper, 
126 The Ridgeway, Enfield, 


Women in Engineering 
(Continued from page 119) 


portion of women among students of technical 
subjects is estimated to be less than 1 per cent. 
For comparison, it may be noted that in the 
U.S.S.R. about 50 per cent of the students of 
engineering and technological subjects are women. 
While it is not suggested that we should emulate 
everything that is Russian, it does appear that 
the intake of women into our engineering and 
allied professions is disproportionately small. The 
handful of women engineers who have already 
achieved professional status in this country, and 
who are working as planning engineers, designers, 
aero-dynamicists, and development engineers, for 
ex xample, have demonstrated that, given the 
requisite training, women can contribute as much 
as men to output and efficiency. Increasing facili- 
ties should be_ provided, therefore, for young 
women of ability and initiative to enter the 
engineering and allied professions, and they should 
be given every encouragement to play a fuller part 
in our industrial life than hitherto. 
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Tue Putsometer Group inform us that their London 
office is now at Pulsometer House, 20-26 Lamb’s Conduit 


Street, W.C.1. Telephone number, Holborn 1402. 


G.A. Precision Propucts, Lrp.—The address of this 
company is now No. 2 Factory, Darkes Lane, Potters Bar, 
Middlesex (telephone number, Potters Bar 6895). 


B.E.L.A. MAcuHiIne Lrp.—The head office of 
this company is now at Burton Chambers, Church Alley 
Church Street, Liverpool, 1 ‘(telephone number, Royal 
7443; telegraphic address, Belaliv, Liverpool, 1 


Too.s, 


Westoo., Lrp., St. Helen’s Auckland, Co. Durham, 
have begun publication of a house journal entitled 
** Expansion.” The first issue includes an article on 


D.C. solenoid design, and notes on the new Westool 
factory. 


Tue 1958 ExvecrricaL ENGINEERS EXHIBITION will be 
held at Earls Court, London, from March 25 to 29. It 
will occupy an area of 450,000 sq. ft., and there will be 
approximately 400 exhibitors. 


STANLEY Works (Great Britain), Lrp., Rutland Road, 
Sheffield, 3, have introduced a range of masonry drills 
with tungsten carbide tips in sizes from No. 3 to No, 30L. 
A resharpening service for these drills is maintained. 


Hicu Sprep Steet Autoys, Lrp., Widnes, Lancashire. 
A recent issue of the Alloy Metals Review, published by the 
company, contains an informative article on “‘ molybdenum 
for high strength at high temperatures.” 


M. C. Layron, Lrp., who have been established for 
21 years, have opened a branch office at 23 Newton Street, 
Birmingham, 4, which is under the direct control of Mr. 
Layton. Mr. R. Mitchell and Mr. D. Warren have been 


appointed as additional representatives. 


Tue INpustRIAL WELFARE Soctety (INc.), Robert Hyde 
House, 48 Bryanston Square, London, W.1, are holding a 
conference at Brighton from January 24 to 27. At this 
conference, foremen and managers—attending in equal 
numbers—will consider problems of mutual importance. 


PerMALi, Lrp.—The address of the 
this company, and of the associated companies, Hordern 
Richmond, Ltd., and Hydulignum-Jabroc (Tools), Ltd., 
is now 39 Victoria Street, S.W.1. The telephone number 
(Abbey 6494) has not been changed. 


Tue Brirish Motor Corporation, Lrp., Longbridge, 
Birmingham, report a production of nearly 450,000 vehicles 
in 1957, which represented an increase of 334, per cent as 
compared with the 1956 total. Of last year’s output, 
nearly 220,000 vehicles were exported, with a value, includ- 
ing service parts, of almost £100 million. 


An Auction SALE oF Macuine Toots, clothing and 
miscellaneous stores from M.O.S. Sub Depot, Lily Lane, 
Byley, Middlewich, Cheshire, will be held at New Islington 
Public Hall, Ancoats, Manchester, on January 28 and 29. 


London office of 


The auctioneers will be J. H. Norris & Son 


Albert Square, Manchester, 2. 


Dept. N), 


‘THe Diamonp Screw & Correr Co., Lrp., Cherrywood 
Road, Bordesley Green, Birmingham, 9, recently celebrated 
the 50th anniversary of the establishment of the business. 
A jubilee folder, which has been issued, shows typical 
products including high tensile bolts and studs, gear levers 
and tapered parts, brass turned parts and inserts, and 
valve bodies and parts. 


THe PROFESSIONAL AND Executive Recisrer of the 
Ministry of Labour and National Service is now at City of 
London Employment Exchange, Atlantic House, Farring- 
don Street, E.C.4 (telephone number, City 5020). The 
register is intended not only to assist employers in filling 
senior executive and management posts, but also to help 
them in recruiting trainees for executive positions. 


Tue YorRKsHIRE Copper Works, Lrp., Leeds, 
that the negotiations for a merger of the business with the 
corresponding section of the Merats Division of IMPERIAL 
CHEMICAL INbustrRiEs, Lrp., have 


pleted, and the proposals will be submitted to shareholders 


report 


now been virtually com- 


for approval at an extraordinary general meeting on 


January 27. 


EMPLOYMENT IN. MANUFACTURING - INDUsTRIES.—In 


October the number of persons employed in manufacturing 
industries rose by 20,000 from 9,217,000 to 9,237,000. In 
“engineering, metal goods and precision instruments ”’ 


there was an increase of 7,000, in ** vehicles’? an increase 


of 3,000, and in “ metal manufacture’ an increase of 
1,000. 
LEEMANS Bros. Pry.), Lrp., Metal Lane Bottom of 


Kloof Street 
under licence, metal products for household, agricultural, 


, Cape Town, are interested in manufacturing, 


and industrial purposes. 
equipped press and machine shops and tool-rooni. 


They state that they have well 
They 
would also consider the production and marketing, locally, 
of injection moulded plastics items. 


AVONMOUTH ENGINEERING SERVICE, Ltp., St. Andrews 
Road, Avonmouth, Bristol, are engaged in the construction 
of large steel structures and pressure vessels for oil refineries 
and chemical works. Since this company was formed ten 
years ago its activities have been expanded to embrace 
the production of component parts for a wide range of 
used in the and 
elevators for handling various materials. 
include a well-equipped machine shop. 


assemblies construction of conveyors 


The 


facilities 


An UttrapHor II Avuromatic CAMERA MICROSCOPE, 
stated to be the first to reach this country, was recently 
delivered to Standard Telecommunication Laboratories, 
Ltd., Dowlish Ford Mills, Ilminster, Somerset. Made by 
Carl Zeiss, Oberkochen (Degenhardt & Co., Ltd., 32 
Maddox Street, London, W.1), the camera has fully auto- 
matic exposure adjusting mechanism. It can be used for 
visual observations and microprojection, as well as for 
photo-micrography. 
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Tue British Avuminium Co., Lrp., have recentiy put 
into operation, at their Falkirk works, a large integrated 
plant for the production of corrugated aluminium sheet 
from coiled strip. This plant will produce sheets up to 
35 ft. long with thicknesses from 0°028 to 0°064 in. The 
economic advantages of long sheets are considerable, since 
the number of laps in a given roof area can be reduced 
with a consequent saving in material, and in handling and 
fixing costs. 


INDUSTRIAL WELFARE Society, Robert Hyde House, 
48 Bryanston Square, London, W.1. A week-end con- 
ference for foremen and shop stewards with the theme 
Conflict or Co-operation will be held from February 28 
to March 3 at the Hotel Majestic, St. Annes-on-Sea. 
A course for junior executives and management trainees on 
the subject of Production through People will be held 
from March 3 to 7 at Robert Hyde House, London. Full 
particulars can be obtained from Mrs. O. K. Shelley, 
Administrative Officer, at the above address. 


Tue British InstiTruUTE OF MANAGEMENT, Management 
House, 80 Fetter Lane, London, E.C.4, is organizing a 
2-day course on “the art of selling’ for salesmen and 
sales managers. It will be held at Caxton Hall, London, 
on March 13 and 14, and will be conducted by Mr. Heinz 
M. Goldmann, a leading European consultant in 


training. 


sales 
his course, it is suggested, will afford business- 
men an opportunity of “ preparing for the competitive 
atmosphere of the European common market and free trade 
area.” 


Kayser, Etuison & Co., Lrp., are to open a new ware- 
house next month at Station Road, Coleshill (telephone 
number, Coleshill 2041-2). This warehouse will have an 
area of more than 3,000 sq. ft. with overhead crane :acili- 
ties throughout, and will be insulated and centrally heated 
to provide conditions suitable for the storage of centreless 
ground as well as black bars. Initially the stock will com- 
prise a range of the company’s well known K.E. steels 
suitable for such applications as blanking and other press 
tools, gauges, die casting dies, plastics moulds, cold heading 
dies, punches, ejector pins, drill bushes and dowels, also 
tool bits. 


Tue INTERNATIONAL INSTRUMENT SHOW to be held at 
Caxton Hall during the week commencing March 24 will 
be nearly 30 per cent larger in floor area than the 1957 
exhibition, and will Hall 
Room. 

It is expected that more than 60 firms from 10 countries 


will participate. 


occupy the Great and Court 


Normal day opening hours will be from 
10.30 a.m. to 6.30 p.m., but to facilitate the attendance of 
parties of students and apprentices, the Show will remain 
open until 9 p.m. on March 26, and until 12 
March 29. Tickets are 
sponsors, B. & K. 
London, S.E.1. 


noon on 
from the 
Street, 


available on request 


Laboratories, Ltd., 57 Union 


CaNapIAN British ALumMintum Co.—It is reported that, 
less than 20 months after work began on clearing the site, 
the first metal was poured recently at the new aluminium 
smelting plant of the company at Baie Comeau in the 
Province of Quebec on the north shore of the St. Lawrence 
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River, 400 miles north-east of Montreal. This company 
is a subsidiary of the British Aluminium Co., Ltd., and 
was formed in partnership with the Quebec North Shore 
Paper Co. 

The event marked the completion of the first of four 
production stages for the £50 million plant which will 
eventually have an annual capacity of 160,000 long tons 
of virgin aluminium ingot. It may be noted that this 
ultimate capacity represents two-thirds of the present 
annual consumption of virgin aluminium ingot in the 
United Kingdom. 


Tue IRON AND STEEL Boarp reports that steel production 
in 1957 is expected to have reached about 21°7 million 
tons compared with the estimate of 22°3 million tons for 
possible production made at the beginning of the year. 
The output should, however, be a million tons greater 
than in 1956. 

The shortfall of 600,000 tons on the estimate is attributed 
to a drop in the demand for tinplate; running down of 
stocks; delay in bringing new finishing equipment into 
operation; and the strike in the engineering industry in 
the spring. ‘There has also been a tendency for consumers, 
particularly of light sections, to reduce their commitments, 
possibly because of the higher interest rates now ruling. 

Steel production in November averaged 429,200 tons a 
week, compared with 437,800 tons in October, and 426,400 
tons in November, 1956. For the first 11 months of the 
year, production was 5°4 per cent above that of the corre- 
sponding period of 1956. Pig iron production in November 
was at the rate of 281,500 tons a week, as against 285,500 
tons in October, and 262,700 tons in November, 1956. 
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Personal 


Mr. A. V. Lippy, assistant secretary of Samuel Osborn 
& Co., Ltd., Clyde Stee! Works, Sheffield, 3, has been 
appointed a local director of the company. 





Mr. K. L. Srretcu has been appointed director of the 
Central Engineering Establishment of the National Coal 
Board at Bretby, South Derbyshire. He was formerly 
deputy director of the Establishment and has been acting 
director since the death of Mr. L. H. Daniel in September. 


Dr. A. D. Merriman, G.C., O.B.E., D.L., M.A., M.Ed., 
D.Sc., C.1.Mech.E., F.R.S.E., formerly secretary of the 
Institution of Metallurgists, has been appointed by Edgar 
Allen & Co., Ltd., Imperial Steel Works, Sheffield, 9, 
as consultant on scientific projects. 


Mr. W. Forp, since 1951 a sales engineer at the 
Swansea office of Brook Motors, Ltd., Empress Works, 
Huddersfield, has been transferred to the Birmingham 


office to succeed Mr. H. C. Curtis, who has left the 


company to take up an appointment abroad. 


Mr. D. J. Guitp, A.M.i.B.F., has recently joined the 
staff of Armstrong Whitworth (Metal Industries), Ltd., 
Gateshead, and Jarrow Metal Industries, Ltd., Jarrow, as 
technical representative in the Midlands area, under the 
Midlands manager, Mr. J. Bell, Somerset House, Temple 
Street, Birmingham. 

Mr. A. P. Gipss, hitherto North West area manager for 
Ransome & Marles Bearing Co., Ltd., Newark-on-Trent, 
has taken up an appointment at the company’s head office. 
Mr. H. V. WILLDER is now manager of the Manchester 
office assisted by Mr. E. L. Parton, and Mr. G. H. WALKER, 
formerly stores supervisor, is Liverpool sub-office manager. 


Mr. G. H. BucHanan, who for the past 14 years has been 
the representative in Scotland for Craven Brothers (Man- 
chester), Ltd., Stockport, retired recently. He has been 
succeeded by Mr. H. Prosert, who will also be in charge 
of the company’s new office in Scotland at 157 West George 
Street, Glasgow, C.2. 


Mr. A. H. Hiren, A.C.G.I1., B.Sc., M.I.Mech.E., has been 
appointed to the board of directors of Vickers, Ltd., Vickers 
House, Broadway, Westminster, London, S.W.1. He is a 
director of Vickers-Armstrongs, Ltd., and Metropolitan- 
Cammell Carriage & Wagon Co., Ltd., and chairman of 
several wholly-owned subsidiaries of Vickers, Ltd. 


, for the past two years manager of 
Sowerby Bridge, Yorks, a sub- 
Ltd., has been appointed 
Mr. Dunkerley was 
Machinery Makers, 


Mr. JoHN DUNKERLEY 
Henry Broadbent, Ltd., 
sidiary of Kerry’s (Great Britain), 
a director of the former company. 
for 20 years associated with Textile 
Ltd., Oldham. 


Mr. T. Worsnop, engineering department manager of 
Ransomes & Rapier, Ltd., Ipswich, has retired after 
43 years’ service with the company. After serving his 
apprenticeship with Joseph Booth & Bros., Rodley, near 
Leeds, he joined the engineering staff of Ransomes & 
Rapier in April, 1915. He has been responsible for the 
design and development of many types of Rapier cranes. 
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Mr. W. A. C. Mclntyre, formerly technical sales 
manager of Fielding & Platt, Ltd., has joined Reed 
Brothers (Engineering), Ltd., Replant Works, Woolwich 


London, S.E.18, asa director. He will be 
chiefly responsible for expanding the company’s manu- 
facturing programme of hydraulic their 
and larger works and machine shop. 


Industrial Estate, 


presses in new 


Mr. K. Druce, D.F.H., 
manager of the Bristol office 
Ltd., with responsibility for the 


A.M.LE.E., 
of the English Electric Co., 
South-West of England 


has been appointed 


territory, in succession to Mr. T. Robinson. Mr. H. 
GRANVILLE-Brown, A.I.E.E., has taken charge of the 
Southampton office of the company, which has moved 
to new premises at 29 Shirley Road, Southampton. In 


this position he succeeds Mr. I. Mackintosh. 


Dr. C. Hoewzer, senior partner and managing director 
of Th. Kieserling & Albrecht, Solingen, 
his 75th birthday. He 
and took over the 
In recognition of his work as a 


recently celebrated 
has been associated with the firm 
for many years, technical management 
at the early age of 32. 
designer he was appointed an honorary member of the 
Technological College of Hanover, and was awarded an 
honorary doctor’s degree by the College of Darmstadt. 
Just before the end of the war the company’s premises 
were completely destroyed, and it was largely due to the 
energy of Dr. Hoelzer that they were rebuilt and equipped. 
Today more than 1,000 people are employed in the pro- 
special machines for the 
machinery, and standard 


duction of mechanical 
forging industry, bolt and nut 
and special cold forming machines. 


presseés, 


U.S. Machine Fool Exports 


The following table gives the quantities and values of 
exports of various classes of machine tools from U.S.A. 





during April, 1957: 


Number Value, $ 


Engine and tool room lathes 73 212.881 


Light duty and bench lathes 233 78.335 
Turret lathes .. i ia rs 16 220,074 
Other lathes a 106 1,610,942 
Vertical boring aks turning — aia l 63.848 
Boring machines ae * ee 37 1,145 728 
Tapping and threading machines 132 | 282,712 
Milling machines 79 711,539 
Gear-cutting machines 64 922.390 
Gear-grinding and finishing snnctaienes $ 17 258,528 
Drilling machines... Rm 165 333,844 
Planing, shaping and dotting saath 17 120,070 
Surface grinding machines .. sa 52 255,135 
Tool and cutter grinding machines . . 92 251,762 
Other grinding machines... ry 77 1,848,013 
Honing and lapping machines r 18 61,916 
Broaching machines . . 9 203,115 
Sheet and plate metal- working 

machines »» 45 3,568,964 
Forging machines sad hosnene BE aie 43 1,081,611 
Metal forming machines... ia — 978,785 
Other machines 994 959,386 
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Books Received 


BEITRAG ZUR SICHERHEIT VON UMLAUFENDEN SCHLEIF- 
KORPERN. By Dr. Ing. Hermann Miinnich. Kommissions- 
verlag H. E. Ummen, Bahnhofstrasse 18, H6xter/Weser, 
Germany. 272 pp. [Price 29.40 D.M.] 

This book describes investigations concerned with the 
safe operation of grinding wheels. ‘The author first analyses, 
mathematically, the forces operating in a rotating wheel, 
and then shows how the wheel may be tested statically for 
deflection, etc. Considerable experimental data concerning 


Machine Fool Share Market 





MACHINERY 


VOLUME 92 


171 


destructive tests on grinding wheels have been collected 
and presented in graphical form. 


wheels due 


The deformation of cup 
to centrifugal force and to out-of-balance is 
also discussed, together with the damaging effects of lead 
balancing inserts when incorrectly positioned. In addition, 
the effects of mounting methods and of grinding wheel 
proportions are examined. 

For all those concerned with the design, manufacture and 
application of grinding wheels, the book provides theoretical 
and experimental data which should prove of considerable 
assistance. 





The 


during the 


of 
week, 
and 


stock markets firm 


but quiet conditions prevailed in 


undertone was generally 
past 
most sections, price movements were small and 
irregular. 

Interest was centred mainly in the gilt-edged market, 
interest 
of the 
strength of sterling, and on steady investment support. 

Activity 
remained 


irregularity, 


where British Funds and other high-grade fixed 


stocks moved to higher levels under the influence 


commercial and _ industrial shares 
ebb, and while prices showed some 
majority of changes 


Nevertheless, 


among 
a low 
the 
lower on balance. 


at 
were moderately 
a few good features have 
been in evidence. 


COMPANY Demon. 


Price 
Abwood Machine Tools, Ltd. 

Armstrong, Stevens & Son, Led. 

Allen (Edgar) & Co., Ltd. 


Arnott & Harrison, Ltd. ... 
Asquith Machine Tool Corp., Lt 


Birmingham Small Arms Co., Ltd. ny 


British Oxygen Co., Ltd. 


ww 
o— 


Brooke Tool Manufacturing Co., Ltd. 
Broom & Wade, Ltd 


Brown (David) Corporation, Led. 


Buck & Hickman, Ltd. 


Butler Machine Too! Co., Ltd. .. 
C.V.A. Jigs, Moulds & Tools, Ltd. 
Churchill (Charles) & Co., Ltd. 


Cnnraouw 
WADH—AAAW 


~~ 


No S ww 


Churchill Machine Tool Co., Ltd. 


CSawo Yo 


© 


Clarkson (Engrs. ). Ltd. 
Cohen (George), Son & a. Ltd. 


Coventry Gauge & Tool Co., Ltd. us 


Coventry Machine Too! Works, Ltd. 
Craven Bros. Sage aa NS RSE 
| Elliott (B.) & Co., sdianassaantaGien 


Export Tool & Case Hardening Co., 
} Ltd. 
| Firth Brown Tools, Ltd. 


; fl 
Greenwood & Batley, Led. _s 


ee: 


The Middle Prices given in the list are in several cases nominal prices only and not actual dealing prices. 
accuracy, but no liability can be accepted for any error. 


oe 


Middle 


°o 
a 


a 


| 4! 104 | Willson Lathes, Ltd. 


Jones 


machine tool issues 
29s. 9d.; Birmingham Small Is. 
Wade, Is. 10s. 6d.; Modern Engineering, 
British Oxygen, 7$d. at 31s. 3d.; Craven Bros. 
ls. 1$d. 9d.; B. & S. Massey, 6d. 
Samuel ls. Gd. at On 
Coventry & Tool improved 6d. to 15s. 6d.; 
& Shipman, Is. 3d. to 23s. 9d.; F. Pratt, 
6d. to 20s. 6d.; and John Shaw & Sons (Wolverhampton), 
13d. to 12s. 6d. 
Broom & Wabe, 
making, with the 
cent (same). 


Among 


Allen 


at 


lost 3d. at 
Broom & 
Is. at 10s.; 
Manchester 
3d. ; 


Edgar 
Arms, 26s. ; 
at 

5s. 


at and 


hand, 


at 7s. 


Osborn, the other 


73s. 
Gauge 


Lrp 


interim, 


Final dividend 10 per 


a total distribution of 12} per 


cent, 


COMPANY Middle 


Price 


Harper (John) & Co., Led. ... 14/6 | 


nw 


Herbert (Alfred), Led ...... 
Holroyd (John) & Co., Ltd 


nm 


Jones (A A.) & Shipman, Ltd. 


Kayser, Ellison & Co., Ltd. ... 


Kendall & Gent, epee 
Kerry's (Gt. Britain), Ltd. 
Kitchen & Wade, Led. 


Martin Bros. 7? alee Led. 

Massey, B. & S., Ltd 

Modern Engineering Machine Tools, 
Led. 

Newall Engineering Co., Led. 

Newman Industries, Ltd................ 


Noble & Lund, Led. 
Osborn (Samuel) & Co., po elas 


“URaA |W KR AURGRUNN UUW 2UURR VON 


Pratt ‘(F. )& Co., Ltd.” 
Scottish MachineTool Corporation, 


ay 9 “Cum. Prf 

One. f 
Ltd. 

Shardlow (Ambrose) & Co., Ltd... 


Shaw “orm & Sons, Wolverhamp- 
ton, Ltd. 

Sheffield Twist Drill& Steel Co., Ltd 

Stedall & Co., Ltd.” an 

= & Die Corporation, a 


“ 
a 
xr 


Wadkin, Ltd 
Ward (Thos. W.), Ltd. 


fe eviscaissmvesl OU ee 23/9 
2/44 | 


Every effort is made to ensure 


* Sheffield price. Birmingham price. 
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All prices per ton except 
where otherwise stated. 


PRICES OF MATERIALS 





Pig-lron 


Foundry and Forge 
No. 3, Class 2 


Middlesbrough zone aoi6o 

Birmingham 00 18 3 

Phos. 0-1 to 0-75% 

Birmingham 03 17 0 

Scottish Foundry 

Grangemouth os 3 6 
Hematite 

English No. | 

N.E. and N.W. Coast 5 6 6 

Scotland as 13 0 

Sheffield £26 15 0 

Birmingham 07 40 
Welsh £25 6 
Steel Products 

Medium plates £46 

Miid steel plates, ordinary* £42 | 

Boiler plates* £45 


+Flat bere 5 in. wide and under \ £40 
tRound bars under 3 in 
Billets, rolling quality, soft U.T. £33 


Phosphor Bronze 


- © Wyn 
eo oon 


Ingots (2B8) (A.I.D.) d/d Nominal 
Copper 
Cash (mean) £173 7 6 


Cold rolled and hot rolled Sheets 
4 ft. by 2 ft. by lOSWG 
£243 10 0—£243 15 0 


Rods 7 in. to 3 in. diam. £261 5 0 
Tubes, |} in. bore by |OSWG 
ton lots, per Ib. 2s. 6id. 
Wire rod, black, hot-rolled (4- *} ) 
English 92 17 6 
Zinc 
Refined, minimum 98 per cent. purity, 
current month (mean) £62 12 6 
Brass 
Tubes, solid draw, per Ib. Is. Séd. 
Strip 63/37, 6 in. by rr vy coils, 
ton lots £209 O—£211 15 0 
Rods, $-3 in. diam. (59 per a. 
copper) Is. 84d. 
Yellow Metal 
Condenser plates, per ton £147 @ 0 
ods, per Ib. Is. 9d. 
Aluminium 
Ingots min. 99-5 per cent 
Canadian d/d £197 0 0 


Lead 
Refined, minimum 99-97 per cent 
purity, current month(mean) £72 12 6 
Tinplates 


tU.K. Home trade: 
Handmill f.0.t. makers’ works £3 12 44 
Cold reduced, f.o.t. makers’ 


a 43 8 OF 
U.K. Expo 
Hot aes basis, f.o.t. 
works’ port 74s. Od.—75s. Od. 
Cold veduned basis, f.0.t. 
works’ port 76s. Od.—76s. 6d. 
Gunmetal 


ingots, 85.5.5.5. ex works £ié6 0 O 


*N.E. Coast, N. Joint Area, Central 
Scottish Zone. 


+U.T. soft basic. 


tOfficial maximum price, after allowing for 
adjustments for increase in price of tin. 


MAKERS’ PRICES 


Hexagon Steel Bars' 


Sizes in inches from 0-7049 up 
to 2-21 and 2-41 a/f, ex works 


basis £43 4 6 
Free cutting black £47 10: (O 
Reeled Steel Bars' 
Single-reeled t in. upwards, 
f.o.t. works (+ usual extra 
for sizes) £43 17 6 
Free cutting £448 2 6 
High-Speed Steel 
Black random length bar. All 
prices basic, per ib., subject to 
extras. 
Molybdenum “ 66" 6s. Ofd. 
Molybdenum “ 46” 5 104d. 


14 per cent tungsten 6s. 3d. 


16 per cent tungsten 6s. 84d. 
18 per cent tungsten 7s. Od. 
22 per cent tungsten 8s. 3d. 
5 per cent cobale 10s. 2d. 
4-75/5-25 per cent molybdenum 
+ 6-0/6-75 per cent tungsten + 
1-75/2-05 per cent vanadium 
(5-6-2) 6s. 24d. 


Precision-ground, High-speed 
Free-turning Brass Rod? 


f-in. dia. + 0-00025-in. 2-ton 
lots, per Ib. 


Grey Iron Rod 


Die Cast? in random lengths 
18 in. to 24 in. rough machined 
| above listed size. Extra 

r definite lengths, for 
hardenable alloy iron, and 
for orders of less than £50. 
Discounts for orders over 


2s. 34d. 


£150 
Per cwt. net. 
Mark | Mark Ili 
2 or § in. 255s. 6d. 318s. 10d. 
| or I¥ in. 204s. 4d. 251s. 10d 
14 to If in. 1438. Od. I7is. 2d. 
1$ to 2 in. 106s. 2d. 125s. lid. 
24 to 34 in. 9is. 6d. 106s. 4d. 
3§ to 12 in. 86s. 6d. 99s. 2d. 


Continuous Cast 


10-fe. lengths, centreiess machined ! to 3-in. 
dia. + 0-010 to 0-020 in., prices as quoted 
for die cast bard 
6-fe. lengths 
centreless ground 
+ 0-010 in. Extra 
for hardenable 


Zorgin. 245s. 4d. 
lor lgin. 196s. 4d. 


14 to I4 in. 137s. 10d. 


alloy iron4 lg to2in. 106s. 2d. 

Per cwt. net. 24 to 3 in. 9is. 6d. 
Stellite® 

Welding Rods (plain) 

4 in. dia. per Ib. 30s. Od. 

Toolbits 


¢ in. sq. x 4/in., each 22s. 3d. 
Precision-ground Mild Steel? 


l-in. dia. + 0-00025-in. 

4-ton lots, per cwt. 12Is. 6d. 

1 Colvilles, Led., Ghagem, and 17 Grosvenor 
Street, London, 2 Pratt, Levick & Co., 
Led., Chester. 5 Sheepbridge Alloy Castings, 
Led.. Sutten-in-Ashfield. 4 “Flocast,” Harold 
Andrews Sheepbridge, Ltd., Halesowen. 
§Deloro Steilite, Ltd., Highlands Road, 
Shirley, Solihull 


BASIC PRICES FROM 
LONDON STOCK® 


Free Cutting Steel 


Bright cold drawn: 


(Usaspead) over |} to 2 in. £59 17 6 
Lead bearing (Usaled) £63 17 6 


Precision ground, |} in. cei 12 6 


Bright Drawn 
M.S. bars (M.M.C.) over I4 in. 


to 2 in. £55 8 6 
Square edge flats (Usaflat) £72 5 0 
M.S. angles (Usaspead) £99 10 0 
Casehardening (EN) eae 

over I} in. to 2 in £63 14 6 
M.S. bars (EN3B) (Usamild) 

over I} to 2 in. £57 8 6 


Carbon manganese semi-freecutting 
case re a (Usaspead 


202) over |4 to 2 in £71 14 0 
35/45 ton tensile (EN6) (Usen) 

over | to I¥ in. £65 2 6 
0-4 Carbon Normalised (Usaspead 

**40"") over If in. to 2 in. £67 4 6 


Carbon manganese steel to Speci- 
fication EN.16.T (Usaspead 
5565), per ton £127 10 3 


Ground Flat Stock 


18-, 24-, and 36-'n. lengths (Usas- 
pead). List prices less 5 per cent 


Oil Hardening Cast Steel 


Non-shrink (Usaspead N.S.O.H.) 
3 in. to 23 in., per Ib. Is. Lid. 


Non-distorting heavy duty 
(Usaspiad H.C.H.C.) 4-in. to 
24-in., per ib. 4s. 24. 


Silver Steel 


(0- 194-in. to I4-in.) 
Genuine Stuts quality, per Ib. 
4s. 6d. less 274% 
M.M.C. quality, per Ib. 
2s. Sd. + 64% 
Boxes of 16 assorted sizes ;,-in. 


to j-in. dia. 7s. 6d. 


Stainless Steel 
K.E. 40.AM (Freecutting), per Ib. 3s. 34d. 


Glacier Machined Bronze Bars 


Phosphor bronze (2B8) \ 
Lead bronze J 


Prices ca 
application 
High-speed Steel 


18 per cent. tungsten. Prices on application. 
Toolholder bits: 
Usaspead “‘ Super” 


ee “ Supreme” List price 
o Cobalt 0 
Shimstock 
Steel assorted, per tin 3s. 6d 
Brass * * 7s. 3d. 


6 Macready’s Meta! Co., Ltd., Pentonville 
oad, N.|. Subject to confirmation by 
London Office. Delivered free by van in 
Lendon area. 
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VERTICAL 
MILLER 


Table w.s. 63” x 15” 
Spindle speeds (20) 
30—1!,200 rpm. 


Power traverses 
Sli” x 145” x 21%” 


Table feeds (16) 
.281”—22” per min. 
H.P. 17 

Weight 7040 Ibs. 


MACHINERY 


* Swivelling and sliding head 
* Power feeds in three directions 


* Rapid traverses with single 
lever control 


%* Centralised grouping of 
control levers 


_%& Hardened and ground gears 


Sole Agents 


PIDGEN BROS 


LIMITED 


B HELMET ROW, OLD STREET 
LONDON, E.C.1. 


Telephone Clerkenwell 648! 








SURFACE PLATES SURFACE TABLES 
CAST IRON & STEEL STRAIGHT EDGES 


GRADE ‘A’ 


GRADE ‘B’ 


HAND SCRAPED AND SURFACED TO WITHIN 
0-0001in.—0-0003in. FROM A MEAN TRUE PLANE 
OVER WHOLE SURFACE ACCORDING TO SIZE. 


SMOOTH PLANED FINISH ACCURATE TO 0-00lin. 
—-003in. ACCORDING TO SIZE. 


WINDLEY BROS. LTD. crown works CHELMSFORD 


TELEPHONE: CHELMSFORD 2224 
When answering advertisements kindly mention MACHINERY. 
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peuetne- MAGNETIC CLOTCHES 
by Durnand 





For applications requiring con- 
tinuous, accurate, reliable, smooth 
drives with frequent operation at 
any speed, the Burnand Electro- 
Magnetic Clutch is unequalled. It 
can be operated automatically, or 
by remote control and its simple 
construction makes it cheap to 
run and maintain. 


The Burnand Electro-Magnetic 

Clutch is fitted by leading machine 

tool manufacturers and is used 
i ey extensively for planing machine 
drives where a reversing clutch is 
required; it is also ideal for 
converting old planer drives to give 
faster operation. 








Designed to suit your requirements 


Please write for further details 








Deep draw work a speciality 





Also milling, drilling 
capstans and assemblies 


Corfield & Buckle Ltd 


TRAFALGAR WORKS - MERTON ABBEY - LONDON S.W.19 
Telephone : Liperty 1144 (7 lines) 
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Drilling and counter-boring 
Nimonic 80 turbine blades on a 
Herbert two-spindle drill using 
llocut’’ LA.30., at the de 
Havilland Engine Company's 

Leavesden works 





NEAT CUTTING OILS 
—used by THE DE HAVILLAND ENGINE CO. LTD. 


‘They possess exceptional cutting and surface finish properties... and cooling 


qualities which ensure long tool life between regrinding ” 
Those are the outstanding reasons for the pre-eminence of the ** Ilocut’”’ range of 
Neat cutting oils. In the de Havilland group the Engine Company and the Propeller Company 
both use ‘‘Ilocut’’. Also. in common with the de Havilland Aircraft Company, they use many 
of our other oils. May our technical engineers call, and tell you all about our production oils? 
Also available to your company, a complimentary copy of *‘ Cutting & Metalworking Oils’. 


WAKEFIELD-DICK INDUSTRIAL OILS LTD. + 67 GROSVENOR STREET, LONDON, W.! 








A MEMBER OF THE WORLD-WIDE WAKEFIELD CASTROL ORGANISATION 





When answering advertisements kindly mention MACHINERY. 
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if : 

Industrialists and all businessmen 
must today accept and overcome rising 
basic costs in the face of increasing 
competition. To intensify mechanisa- 
tion immediately is the bold but neces- 


sary decision of progressive manage- 
ment. 

Whatever the purpose, whatever the 
field—production, distribution, trans- 
port or other allied services— appropri- 
ate and attractive credit facilities are 


available through EQUITY. 


EQUITY caters for all programmes 
all-embracing or partial. 


Enquire now about an EQUITY 
plan. 


BOULITY 
GREDIT 


COMPANY LIMITED 


INDUSTRIAL BANKERS 


24; Berkeley Square, London, W.1. 


Telephone: MAYfair 9090. 
Midlands Office : 
88/89, Darlington Street, 
Wolverhampton, Staffs. 
Telephone: 
Wolverhampton 26545. 
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More accurate 
than human skill 
itself -.....-.------- jane 
Sk Hydraulic Control of motion 


Paradoxically, the product of human skill is more 
accurate than human skill itself. This is par- 
ticularly so in the case of Savery Hydraulic 
Pumps. Countless thousands of Savery Pumps 
are in use throughout the world working with 
precision that neither human skill nor other 
means can match. Next time you’re considering 
control of motion, remember Savery Hydraulic 
Pumps first. 

Savery Pumps can be supplied with fixed or 
variable delivery. 


FOR FURTHER DETAILS OF 
SAVERY HYDRAULIC PUMPS 


WRITE TO 


THOMAS SAVERY PUMPS LIMITED 
BRACEBRIDGE STREET BIRMINGHAM 6 
Telephone : ASTon Cross 1316-7 
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increases production in the Chemical Industry —No.2 


C.F. 2 Single Bellows Pump 
Unit made by Crane Packing 
Ltd. The bellows and other 
components are made from 
*Fluon’ p.t.f.e. 


¥ New pump made with ‘Fluon’ can now 
handle highly corrosive chemicals 


PuMP which has to handle corrosive chemicals 

has special problems of design. ‘Fluon’ poly- 
»tetrafluoroethylene was able to solve these 
problems. All points which come into contact 
with these fluids in this new bellows pump have 
been made from ‘Fluon’. It can therefore handle 
all known chemicals and solvents except fluorine 
and molten alkali metals. The pump has been 
used for such highly corrosive liquids as mixed 
hydrochloric and nitric acid. It is also suitable for 
really pure liquids such as triple distilled water 
because the non-contaminating properties of 
‘Fluon’ make it easy to keep clean. 


This use of ‘Fluon’ p.t.f.e. exploits its chemical 
inertness, toughness and flexibility. Bellows made 
from ‘Fluon’ are suitable for use as flexible con- 
nectors for pipes, sleeves and shaft stands which 


IMPERIAL CHEMICAL 


PF.32 


INDUSTRIES 


operate in contact with corrosive chemical sol- 
vents and lubricants. They have many uses in 
hydraulic power and control systems and in fluid 
pressure operated devices such as meters and 
governors. 

‘Fluon’ is non-adhesive, non-wetting and has a 
remarkably low coefficient of friction. It is tough, 
resilient and flexible, with a very low permittivity 
and power factor and good dielectric strength. 
Its working temperature range is from — 80°C. to 
250°C. ‘Fluon’ is every day finding new and 
invaluable uses in the chemical industry. 


‘E"*IT.t ON’ 


‘Fluon’ is the registered trade mark for the 
polytetrafluoroethylene manufactured by 1.C.1. 


LIMITED LONDON 


When answering advertisements kindly mention MACHINERY. 
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The accuracy of this instrument is in no way 
dependent on screws, worms or racks. The 
graduations are carried on a glass circle and are 
read by a high power microscope giving a clear 
reading to one minute of arc against a brightly 
iNuminated background. The cast iron base is 
of vee and plane construction. 


Fully described in publication CE 600. 


Sata 


(ooke Troug hiton & Simm 








LTO 


MILLING CUTTERS - SLITTING SAWS 

REAMERS - GEAR CUTTERS - HOBS 

END MILLS-PARTING OFF TOOLS 

CIRCULAR SHEARING CUTTERS 

BEVEL KNIVES - CIRCULAR FORM 
TOOLS 


JOSEPH THOMPSON (SHEFFIELD) LIMITED 


Townhead Street Engineering Works, Sheffield |, England Telephones: 2402! (Three lines) Telegrams: “Summit, Sheffield” 


’ 
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ad why pick on us? 


sf 
: \ 
Lines Brothers hailed us aboard 
to pressure die cast their Tri-am8 
model Cutboard motor “Swordfish.” 
Cr YH By helping to simplify the design, W® 


were able to do the job in five aluminium 

alley comings. combining lightness and strength. 

Time, money and labou; wate enetialcain ae 

invariably are when you etek eaten We're 

) ready to produce aluminium or zinc base 






allo i Ca 
Z Y Castings in almost any size OF 


quantity . . y 
™ ¥-+.except, if you please, very 


‘ 
ti > ° 
ny Castings or very short runs 


sa the whole in one << 
Ca BRITISH DIE CASTING AND ENGINEERING CO., LTD. ) 


ML Pm 
< t ..) 


one caste™® EDWARD ROAD - NEW BARNET - HERTS - TEL: BARNET 9211 
ALSO AT WEST CHIRTON TRADING ESTATE NORTH SHIELDS 


NORTHUMBERLAND - NORTH SHIELDS 2100 


When answering advertisements kindly mention MACHINERY. 
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Why not consult us about that one-time useful machine tool which 


is now standing idle? We have a comprehensive machine tool 
rebuilding service available for LATHES, AUTOMATICS, 
SHAPERS, PRESSES, and DIE CASTING MACHINES. 


Machines are completely stripped, parts replaced, and when rebuilt 


carry our six months’ guarantee. 
SEND FOR DESCRIPTIVE LEAFLET 


PUT 
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BROCKHOUSE 
MACHINE TOOL 
REBUILDING 

SERVICE 





( BROCKHOUSE ) 





J. BROCKHOUSE & CO. LTD. 


Machine Tool Division 


ELM WORKS, WOLVERHAMPTON 
Tel.: 23801 


TUFAELUGULONETOGHUAGDOOELUEDUOEUNGOUOCOUERAOGAOEONOONEEOOLONEOT OOS OnEONEDOOOOONONOND 


ONE OF MANY DIFFERENT TYPES OF MACHINES 


SMOUADAEAUNEAAEUUUGUELUNAOERU ANON 


r 





The SEGIC 


DOUBLE ACTION 
BENDING MACHINE 






Permits rapid economical forming and dupli- 
cation of an almost infinite variety of compo- 
nents with consistent accuracy, to very close 
limits. Eliminates the expense involved in the 
preparation of conventional press tools. 


Write for specification and prices to 


> MEE @ 


Sales Office: 204-6 Acton Lane, Harlesden, N.W.10. 
Telephone: ELGar 4833 








TREATMENT 


x 
x 
x 


XK 


HEAT 


@ 





Capacity for case-hardening is now 
available in the most modern heat- 
treatment plant in London. 


Gas or pack carburising with full 
metallurgical control over all opera- 
tions. 


Gleason quenching press equipment 
for pieces up to 36in. dia. plus wide 
experience in the control of dis- 
tortion. 


Flame-hardening of gears up to 
10ft. dia. with latest electronically 
controlled equipment. 


HYTHE ROAD, WILLESDEN, N.W.10 


Tel: LADbroke 3622-3-4-5-6 


E.N.V. ENGINEERING COMPANY LIMITED 


APTe 


When answering advertisements kindly mention MACHINERY. 
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GET 


OOLANT SMOG 
OUT OF THE WORKS 


@ Gives positive control 
of oil mist and fume 
produced by high \ 
speed cutters and 
grinders. 


a 





@ Reduces fire and health 
hazards. 





contained ; no ex- 


@ Completely self- 
pensive ducts needed. ) 





@ Collects up to 10 vallons 
of oil a day tor re-use. 





immediately to work 


@ Returns clean air 
room without heat | 








find . 
SZciho-MistT 


Electrostatic precipitator for the collection of oil 
mist and fumes. 


For full details contact the sole manufacturing licen- 


sees in Great Britain for products of the American 
Air Filter Co., Inc.:— 


AIR CONTROL 


INSTALLATIONS LIMITED 


RUISLIP © MIDDLESEX RUISLIP 4066 


London 
Birmingham 
Manchester 
Newcastle 

G asgow 
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QUICKIE’ 


COLLET FIXTURE 


9/16" CAPACITY 
RAPID CLAMPING ~ 
FOR FAST PRODUCTION 


Manufactured by 


ERMA LIMITED 


MOUNT PLEASANT - ALPERTON - WEMBLEY - MIDDLESEX 
Telephone: WEMBLEY 369/-5 Telegrams: ERMOBIL. WEMBLEY 
























CUT COST - SAVE TIME - SPEED PRODUCTION 


UNIVERSAL 
DRILLING JIG 


*‘REGLUS’ 


THE ‘REGLUS’ Drill Jig 
is designed to simplify and 
rationalize present - day 
drilling practice. 


The measuring, straightening 
and trial-drilling operations 
hitherto necessary, the mark- 
ing-out and centre-punching of 
the work, and the production 
of expensive special-purpo. 
jigs, are all dispensed with 

The ‘REGLUS" can be 
adapted to any _ individual 
drilling job in a matter of 
seconds and may be set directly 
from any blueprint with the 
greatest of ease 

it can be used whether the 
workpiece is cylindrical, square 
rectangular, multi-angular 
spherical or flat. it enables 
accurate drilling on prototype 
toolroom work and on batches 
of components 

The vernier settings ensure 
complete accuracy for a multi- 
plicity of jobs which could 
otherwise only be obtained 
with individual special-purpose 
jigs. 


FRED FERRARIS (cerxenweu.) LTD. 


14 NORTHAMPTON SQUARE, LONDON, E.C.! 
Telephones: CLErkenwell 26767 
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BROADBENT” 
ls 


/ 


SURFACING AND BORING 





17° to 36° SWING 


The illustration shows a 32” to 36” swing 
machine ; other sizes are available from 17” to 
28” swing. 

This is only one of the fine range of robust 
heavy-duty Broadbent lathes, which have gained 
an unsurpassed reputation for reliability 
throughout the world. 


Models can be supplied with any bed length 
required, with or without screw-cutting, 
hexagon, or square turret, and with special 
slides, to order. 


HENRY BROADBENT LIMITED 


SOWERBY BRIDGE, YORKS. Telephone : HALIFAX 81331 


BAS'/HB/2 


When answering advertisements kindly mention MACHINERY. 
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TYPE 





GEAR UNITS 


WITH 3°, 4, 5° & 6° CENTRES 


These fan cooled ‘ S ’ Type Units are designed 
for maximum power capacity and rigidity in 
operation. Manufactured in 4 sizes and cap- 
able of transmitting up to 30 HP dependent 
upon input speed and ratio required. 
Comprehensive literature and drawings sup- 
plied on request. 
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WORM REDUCTION 
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THE IDEAL 
POWER UNIT FOR 
MODERN PLANTS 




















Cross 


THE BRITISH 
WIRE THREAD 


INSERT 
MADE FROM D.T.D. 239 WIRE 
HARDENED & TEMPERED 


. This material is suitable for use in 
parts made in all metals including 
alumin.um or magnesium. We also 

make stainless stee! inserts 
suitable for use in ferrous metal 

Parts and bronze inserts for 

use where full non-magnetic 
properties are required. 

















CROSS MANUFACTURING CO. (1938) LTD. 
BATH - SOMERSET 














TootS 
LTD 


Specialists in 

Tooling Equipment 
And Special 
Purpose Machinery 


Jig-Boring, Press Tools, 
Jigs and Fixtures ; 
Special Purpose Machines, etc. 
Manufacturers of Small 
Precision Mechanical Devices. 
Precision Grinding, Internal and External 


also 
Patterns and Castings in any Quantities. 


A.1.D. Approved 





RIDGE ROAD CORNER, 
STONECOT HILL, NORTH CHEAM 
SURREY 9 - 'Phone: Fairlands 8861/2. 


When answering advertisements kindly mention MACHINERY. 
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ARMSTRONG SIDDELEY 
(BROCKWORTH) LTD. 


SERRATED BLADE CUTTERS 


Bearing Cap Seatings are finished in one pass using a pair 
of “Galtona-O.K.”” 16$” diameter 1.1/2” wide half side 
cutters fitted with H.S.S. blades operating at 18 R.P.M. 
‘ with 1.33” feed giving 1/4” stock removal. The cutters 
are stepped to produce form as will be seen from the 
photograph. Between 500 and 700 components are com- 
pleted between regrinds, once again proving the 
consistent economy of ‘‘Galtona-O.K.”" Cutters. 


GALTON HOUSE, ELMFIELD AVENUE, TYBURN, BIRMINGHAM, 24 
Telephone: Ashfield 1801, Telegrams ‘‘Cogs, Birmingham” 








NORTHERN AREA OFFICE: A. V. Green, Britannia House Wellington Street, Leds | Phe i282 

LONDON AREA OFFICE: A. J. Percy, 240 Romford Road, Forest Gate, London E.7 Phone: MAR ylend 2360 
cut NORTHERN IRELAND: Garage & Engineering Supplies Ltd., 78 Great Victoria Street, Belfast 
SCOTLAND: Stuart & Houston, 5 York Street, Glasgow C.2 





BEDFORD a 















| 2. Stacking Trays 
| 3. Tool Cabinet 


Globe Works - 


MACHINERY 


steel factory equipment 





) JAMES BEDFORD & Co. (uauirax) Ltd 
Sowerby Bridge - YORKSHIRE 


January 17, 1958 
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4. Shelving, open 
and closed types 


5. Pallets 





Victoria Road 











rt FOR HOLES AS 


‘EEEEY SMALL AS 0-004in. 
ith YOU NEED— 


THEEHBT & D 
CAPILLARY 
| DRILL 


THE ANSWER TO 
PRODUCTION 
ENGINEERS’ 
‘HEADACHES’ ON 
FINE HOLE 
DRILLING 







Holes @.004in. to 0.0625in. diameter operated from the norma! compressed 
air line—60ib. only per square inch required—inverted drill simple to 
eperate and adjust by unskilled labour—fuel injection nozzle drilling 
worries entirely eliminated—work holder body swivels to angle 
required—drili body adjustable on horizontal slide. Price and delivery 
on application. 
Dersoastration by appointment. <i 
MEMBERS OF THE GAUGE & TOOL MAKERS ASSOCIATION 
SOLE MAKERS:— 
BIRFIELD TOOLS & DESIGNS LTD. 


We also design and manufacture Jigs, Fixtures, Press Tools, 
etc. A.I.D. and A.R.B. approved. 
BOOIGN ROAD, COVENTRY. "Phone: Walegrave-on-Sewe 2372 








LATHE 





for English and 
Continental Machine Tools 


Built to the highest standards of quality 
and workmanship by specialists in sheet metal 
work who, for nearly a quarter of a 
century, have built up a reputation for 
accuracy and good appearance. 


Write for full particulars to 


W PINDER & SON LTD KING ST PETERBOROUGH 


p44ie 


When answering advertisements kindly mention MACHINERY 
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WOODWORKING 























WIRE FORMING 





The application of pneumatic equipment in these and other industries 
is described in the current issue of 


The Journal of 


APPLIED PNEUMATICS 


A specimen copy is available from the distributors 


Martonair Limited - Parkshot - Richmond ~° Surrey 
AD23 


When answering advertisements kindly mention MACHINERY. 
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Taking the measure of HARDNESS 


The Vickers Portable 
Hardness Tester 


The Vickers Portable Hardness Tester incorporates 
all the well-known features of the Vickers Pyramid 
Hardness Testing machine. The standard Vickers 
Pyramid Diamond Indenter is used in conjunction 
with the Micrometer Ocular, so that all readings 
obtained are the internationally recognised VPN. 
Combined with this accuracy is a portability which 
enables it to be used over an exceptionally wide 
range of applications, and it is particularly useful 
for large and heavy components which cannot be 
tested by the standard Hardness Tester. 


The Vickers Pyramid Hardness Testing Machine— 
compact in size and comprehensive in service, it enables 
immediate and precise testing to be carried out at the 
place of production. 


The Vickers Portable Gear Hardness Tester— 
similar in principle to the general purpose Portable 
tester, but specially developed to measure the hardness 
on the pitch line of gears. 


Tel: METropolitan 8877. 








Taking the hardness of a large-diameter shaft 


Please send for a catalogue giving full details. 


VICKERS - ARMSTRONGS 


(ENGINEERS) LIMITED 
13 City Road London E.C.1. 


‘Grams: Vicksbox, Ave., London. 
TGA, CH6I 










TOOLMAKER'S 
DRILL 
CHUCK 


FOR GREATER 
ACCURACY 


in less time 


MAY WE TELL YOU MORE 
ABOUT IT? 





MACHINE SHOP EQUIPMENT LIMITED 


Spenser Street, London, S.W.|. 
Telephone : ViCtoria 6086 





“Gravity ™. 
is FREE | 


set it to work witha 


METALRAX 


GRAVITY CONVEYOR 








et ***eng, 
® Si cgealiteid. 3 









Write for detals 


METALRAX (convevorsjiro 


BIRMIN 





GREEN & SHAM 





BORDESLEY 


53319 
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make — R-LOCK your 
standard method of 





LARGEST 





fixing to shafts 





Use a TAPER-LOCK Bush and fix your pulley to its shaft 
in less than a minute. TAPER-LOCK Bushes are inter- 
changeable too ; you can fit them to any diameter shaft. 
They cut out keywaying, save space and have no 
dangerous projections. 

TAPER-LOCK Bushes are off-the-shelf stock at 19 Fenner 
Branches. Many Distributors at Home and overseas also 
stock them. 


FENNER & CO°LTD° HULL 


BRANCHES AT: BELFAST, BIRMINGHAM, BRADFORD, BRISTOL, BURNLEY, CARDIFF, 
GLASGOW, HULL, LEEDS, LEICESTER, LIVERPOOL, LONDON, LUTON, MANCHESTER, 
MIDDLESBROUGH, NEWCASTLE-ON-TYNE, NOTTINGHAM, SHEFFIELD, STOKE-ON-TRENT. 


MAKERS OF V-BELT DRIVES IN THE COMMONWEALTH 


When answering advertisements kindly mention MACHINERY. 
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130 SHAFTS FACED AND CENTRED PER HOUR 


Facing 4" off each end and drilling 
%& centres in 23" diameter Electric Motor 
Shafts in a floor to floor time of 27 
seconds, is typical of the high production 
which can be achieved on the — 


HEY No. 3 DOUBLE ENDED 
CENTRING & FACING MACHINE 


@ Perfect alignment of centres 





@ True faces and accurate lengths 
@ Turned finish on faces F; * 
i ‘s 


@ Eliminates subsequent facing down 
to centres or recentring 

















Faces 3 diameter Sunder’ 
i maximum 

Vices have ? so 
capacity of 6} diameter: 













We also manufacture Rotary Cam 
and Profite Milling Machines, Short 
Thread Milling Machines, Multiple 


ENGINEERING CO. LTD. [ieiciersmasenarinn 


COVENTRY vont covtnray ses4) nina 

















TINIUS () OLSEN 


MANUFACTURED UNDER LICENCE 








BALANCING MACHINES 


The E.O. Type machine illustrated 
quickly indicates combined static 
and dynamic unbalance and the 
angle. 


Standard machines are built in 
a range covering components 
weighing from 3 ozs. to 1,500 lbs. 


Write for detailed catalogue to English makers: 


EDWARD G HERBERT LTD ATLAS WORKS - LEVENSHULME - MANCHESTER 19 
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marking or knurling 
TOUGH 


(GQ 


THE FUNDITOR 
ROLLING PRINCIPLE 


THREE — 


PRESSURE | 
o—_, 
aw, 


Each round part is located in a cradle 
and is raised under pressure against a flat 
die carried in the head. The die t'en 
traverses and the impression is made in 
the part smoothly and evenly. 


PRESSURE 


Each flat part is located in a holding 
fixture and is raised under pressure 
against a round die carried in the head. 
As the die traverses, it rotates, making 
the impression in the part. In both cases 
a small portion of the die only is in 
contact with the piece and positive 
pressure ensures a consistently clean 
mark. Shock impact is practically 
eliminated. 


3 


NN 


Funditor 


Heavy Duty Marking Mc. 


CG 


AW QQ WY W)|—w 


WN 
S 


WK 





This semi-automatic hydraulic machine has been specially 
designed for deep marking tough materials without effort. 
Its rolling action and controlled heavy pressure results in 
impressions of consistent clarity. By use of the appro- 
priate dies and fixtures deep marking or knurling can. be 
performed with ease and high rates of production 
obtained by unskilled female operators. 


@ Send us particulars of your marking or knurling 


requirements. 
Write for our our latest Marking Machine Manual with 


over 100 illustrations. 








WIS 
VSS 
\S 


RRS 
NMA 


\ 
AQ 


Funditor Ltd » 


Phone : Clerkenwell 6155 (3 lines). 3. WOODBRIDGE STREET, LONDON, €E.C.1 


oN 


AQAA 
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110 (Suppt.) MACHINERY January 17, 1958 


MACHINE 
viCE——— 


designed for | 
Production Engineers 
by 


Production Engineers 



































Width of Jaws Weight Lbs. | List Price 
* No Lift, ” | 
% Reversible, Precision Ground Jaws, il 124 140/ 
% Guaranteed Strength and Workmanship 4 264 190/- 
Full details of these Machine Vices and other 5” 404 250/- 
RECORD TOOLS Free on request to Dept. M 
MANUFACTURERS a _ — 











C. & J. HAMPTON LTD., RECORD TOOL WORKS, SHEFFIELD 2 








We positively enjoy it. We are specialist 

= manufacturers of small diameter non-ferrous metal 
small bores are our business tubing anywhere in the gin. to jin. o.d. range. 

We can fabricate, bend, turn and press to 

your exact specifications. Our thoughts range from 
dzin. to 20ft, in length and from 0-006in. to 0-064in. 
wall thickness—in aluminium, brass or copper 
(Commercial grades, h.c. and o.f.h.c.). Our tolerances 
can be precise, close or simply general purpose, 
















EL 


LAY 
lubes 


LTO. 


In fact, we insist on only three things; absolute 
consistency, low cost and the right tubing for the job. 


Ellay Tubes Limited, 
Cox Green Works, 
Maidenhead, Berks. 
Tel: Maidenhead 3303 


Try us out on your baby. 


Precision fabricated tubular products in non-ferrous 
metals to customers’ specifications. 


ELLAY TUBES LIMITED 


When answering advertisements kindly mention MACHINERY. 
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Don’t buy oil seals haphazardly. Get Pioneer Oil Seals. 

Pioneer representatives are factory trained men who can deal with 

any oil-sealing problem on the spot and recommend the seal you need. 
Pioneer Personal Oil Sealing Service means not only studying 

a customer’s individual needs ; it also means recommending the right oil seals 
and personal inspection when they are in use. 


Buy Pioneer and make sure your oil-sealing problems are solved for all time. 


Write now for the most comprehensive catalogues in the trade on 
Oil Seals and O-Rings and for your copy of the OIL SEAL JOURNAL 


“~-» PIONEER 


Oilsealing & Moulding Co. Ltd. 


A DIVISION OF J.H.FENNER @€ CO. LTO. 


Factory & Head Office: Cottontree Works, Colne, Lancashire -* Telephone: Wycoller 471 (8 lines) 


When answering advertisements kindly mention MACHINERY, 
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THE NEW 


DUNBAR & COOK 


COLLET CHUCK 


Designed for use with "Ward" 3.A or “Herbert” 
2.D and 4. Senior Capstans, this new oversized 
collet chuck enables second operation work up 
to four inches diameter to be accommodated, 
but retains all the benefits of a ball chuck. 





Specialists in the manufacture of 
SPECIAL PURPOSE 
MACHINES, 
JIGS & FIXTURES 











For full details write to Dept. M. 


DUNBAR & COOK LTD. 


NEW JOHN ST., BIRMINGHAM, 6 


Phone: ASTon Cross 2571/2/3. Grams: '' Cubar "' B'ham 












































FIRST CLASS MACHINE TOOLS deserve 
DONOVAN ELECTRIC CONTROL 





This THREAD 
> GENERATOR & SPLINE 
MILLING MACHINE 
by James Archdale & Co. 
Ltd., is a typical example 
of high-quality Machine Tools 
that rely on DONOVAN 
electric control gear for 
uninterrupted production and 
to reduce hold-ups or damage 
to expensive tools. 
We are Specialists in design 


and manufacture of electric 
control gear for— 


MILLING MACHINES, 
LATHES, SAWING 
MACHINES, PRESSES, 
DRILLING MACHINES, 
GRINDING MACHINES 
etc. etc. 








2 
THE DONOVAN ELECTRICAL CO - LTD - GRANVILLE ST., BIRMINGHAM 1 
LONDON DEPOT: 149-151 YORK WAY,N.7 * GLASGOW DEPOT: 22 PITT STREET., C.2 
Sales Engineers available in LONDON, BIRMINGHAM, MANCHESTER, GLASGOW, BELFAST, BOURNEMOUTH. 
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What sorts 
of springs 
do you need ? 


No. 760. 3 doz. 
Assorted Light Com- 
pression Springs. 1” 
to 4” long, 22 to 18 
S.W.G., 2” to + 


diam. 6/6 each. 





Compression? Expansion? 

Long? Short? Light? Heavy? Let 

Terry's BOXES OF ASSORTED SPRINGS 
“ settle the question. Just the job for you 
Xx experimental people—a simply unlimited 
+ ration og tm 2 ane assortment from our tremendous range of 
4 oe .. 5 re Ly 2 = diam. springs of every variety. The 8 boxes shown 
S.W.G. — 15/- each. 5/6 each. here are only a few—but why not let us send 


you a full list—post free. 





Really interested in sprirgs: The 1957 edition ot 
“ Spring Design and Calculaticns” — post free 12/6 


TERRY’S 


No. 758. Fine Ex- No. 388. 4 gross 

pansion Springs. 1 a 7 A S S O RTE D S P R I N G S 
gross Assorted 4” to pansion Springs. 3” p 
1”. 4” to 2” long, 27 to 14”, 18G to 21G. HERBERT TERRY & SONS LTD - REDDITCH - WORCS. 
to 20 S.W.G. 9/6 each. (Makers of quality Springs, Wireforms and Presswork for over 
15/- each. a century) 


Cut production 
costs with Terry 
Wire CIRCLIPS 

(Square 


Section) 





No. 1024. 20 Compression 
No. 466. + gross No. 753. 3 doz. Springs 12” long. 4” to 4” diam., 
Assorted Small Ex- Assorted Light Ex- 24G to 18G, suitable for cuttin 
pansion Springs #” pansion 3” to 4" into shorter lengths; and 
We can supply from to 14” long, diam., 2” to 6” long, Expansions 14” to 12” long, &” 
stock in sizes from *%” diam., 3 to 22 to 18 S.W.G. to 4” diam., 22G to 16G. 

t” to #”. 24G. 6/6 each. 10/6 cach. 24/- each. 
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T TWIST DRIVE 


QUICK CHANGE 


DRILL CHUCK 


PROVIDES A POSITIVE DRIVE FOR STRAIGHT 
SHANK DRILLS, ELIMINATING EXPENSIVE 
SMALL TAPER SHANK DRILLS AND *., 
REDUCES EQUIPMENT COSTS ON DRILLING . 
MACHINES, TURRET LATHES AND 
AUTOMATICS. 


SAFE-POSITIVE-FOOLPROOF!,. 


With full floating action "T"’ Twist Drive chucks give 
the closest possible centre to centre set-ups, plus quick- 
change and positive drive—Five sizes cover drills and 
taps up to 2" dia. 






TOOL CHANGES 
MADE AT FULL 
OPERATING 

SPEED 






















Drill and collet in chuck Turret lathe chuck, showing 
body showing Turret Drive adjustment screw in shank. 
principle for straight shank 

drills. 


Send for Details to Dept. M2. 







HENRY CHALLIS LTD 


DEVONSHIRE HOUSE - VICARAGE CRESCENT. LONDON, S W.1!. PHONE: BATTERSEA 958) 





HEAVY DUTY 
PRECISION 


GRINDING UNITS 


5 & 74 HP. 20" x 1" WHEELS 











These units are an addition to the 15 sizes of 
Tool Post Grinders made by us with wheels from 3" up to 
20", and interna! units with speeds up to 40,000 r.p.m. 







May we send you our catalogue? 


DUPLEX ELECTRIC TOOLS LTD. 
WOBURN WORKS : HIGH STREET : PURLEY : SURREY 
— Phones: UPLands 373! and 8621 
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another application for the 


Ko CN 


here shown on a sequence switching 
machine made by the Belmos Company Ltd 





Te 


5 
2 bhp. UNIT 


REDUCTION 





Stepless speed variation over a 9 to | output speed range (1/3 to 
3 times the input speed). 


Constant horse-power transmitted throughout the speed range. 


Flange mounted motors (when required) giving output speeds from 
320 to 2880 r.p.m., and from 480 to 4320 r.p.m. 


Low output speeds down to | to 9 r.p.m., or lower, obtained with 
reduction gears, flange mounted to the Variator. 


Exceptionally light, sensitive and accurate control of speed setting. 
Co-axial input and output shafts which rotate in the same direction. 


Service reliability resulting from a simple design manufactured 
to high precision limits. 


Compactness, with consequent ease of mounting as an integral 
port of a machine. 


Vibrationless and silent performance 
Standard range 1/33 h.p. to 15 h.p 


ALLSPEEDS LIMITED, Oakenshore Works, Clayton-le-Moors, Accrington, Lancs 
Telephone: Accrington 5441 (4 lines) 

REGIONAL OFFICES : 
LONDON: 59 Pork Road North, Acton, W.3. Tel: Acorn 7/50 MIDLANDS: Much Pork Street, Coventry. Tel: Coventry 63091 


SCOTLAND: YORKSHIRE : 
P.O. BOX No. 1, Clarkston, Glasgow... . Tel: Busby 2738 46 Park Square, Leeds, ! 3-1 146, 3-0285/6 


When answering advertisements kindly mention MACHINERY. 
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Hedda ml {IIH! Ujnyiytitn 


ictal finest ULL iT 














SPECIALISTS 








in used and 
reconditioned 
machine tools 


USED MACHINE TOOLS FOR IMMEDIATE DELIVERY * 


ACME-GRIDLEY yin. Six-Spindle Bar 
Automatics. 

ACME-GRIDLEY 2in. Six-Spindle Bar 
Automatics. 

ACME-GRIDLEY 2fin. Six-Spindle Bar 
Automatics. 

ACME-GRIDLEY G6iin. Six-Spindle 
Chucking Automatics. 

B.S.A. ACME-GRIDLEY 5iin. Six-Spindle 
Chucking Automatic. 

B.S.A. fin. Single-Spindle Automatic 
Screw Machine. 

B.S.A. liin. Single-Spindle Automatic 
Screw Machine. 

B.S.A. 9in. Single-Spindle Chucking 
Automatic. 

B.S.A. Multi-Tool Lathes 6in. x 12, 20, and 
28ins. 


ee Offered subject to prior sale 


All machines motorised suitable for 


400-440 volts, 3 phase, 50 cycle supply. 








We offer good prices for your surplus plant. Send 
us details—we will inspect immediately and make 


a firm offer. Write, wire or phone... 


B.S.A. LANDIS 6in. x 30in. Type C. Plain 
Grinders. 

B.S.A. 50H Honing Machine. 

BRADFORD Lathe. 

BRIDGPORT Milling Machine. 

CINCINNATI 1/188. Milling Machine. 

HERBERT Single-Spindle Drillers. 

HERBERT Double-Spindle Drillers. 

HOLROYD Double-Spindle Profiling 
Machines. 

HULLER No. 5 Tapping Machines. 

KELLY 24in. Shaping Machine. 


PRECIMAX 5in. x 18in. MPH Plain 
Grinder. 


POLLARD Double-Spindle Drillers. 


BLL OT 0g 


(BSA.TOOLS GROUP) LTD. 
MONTGOMERY STREET 
BIRMINGHAM. 11. 


Phone VICTORIA 2351-9 Grams: "REBUILT® 
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& GEARED MOTOR UNITS & 


FROM STOCK 


Since 1862 S. E. Opperman léd. have gained unique practical experience in the 
Senitatinn ah.a: Gils cena ef Guannch Gitar Gabe eens o con Gee at nab aah 
applications. First class design, top grade materials and fine workmanship have 


continuously been employed, giving high efficiency, smooth and cool running and 
long Geared Motor Units are available from stock fitted with electric motors 
made to the latest specification by Britain's leading motor manufacturers. 


S. E. OPPERMAN LTD. ~ 


BOREHAM WOOD, HERTS ELSTREE 2021 


When answering advertisements kindly mention MACHINERY. 








oO 


118 (Suppt.) MACHINERY January 17, 1958 


for ACCURACY plus SERVICE 
specify 





CUTTERS 


NORRIS ENG. CO., LTD., NORRIS ROAD - STAINES - MIDDX. 
ASK FOR ILLUSTRATED BROCHURE TELEPHONE: STAINES 244 & 4644 














Criss-Cross Grinding 


by combined longitudinal and cross feed §¥, > 














Hydraulic SURFACE GRINDER 


Combined feeds produce maximum flatness with fine surface 
finish and the diamond pattern retains oil. Automatic infinitely 
variable hydraulic feeds. Micrometer setting of finished dimen- 
sions to fixed stops. 


TRAVERSES MHP.350 MHP.500 
Ce sce” cs ay asd. ee 20” 
I acs? aka Oak ake eke. aes ey 
| ae ee z” 


With dust extractor or wet grinding equipment. 





SOLE U.K. DISTRIBUTORS : 


DOWDING & DOLL LTD 


344 KENSINGTON HIGH STREET, LONDON, W.14 


Telephone WESTERN 8077 (8 lines) Telegrams ACCURATOOL HAMMER LONDON 








See this machine in our 
Showroom or write for the 
illustrated brochure. 





130 
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Civcled-... 


OUALCUT 


TWIST DRILL 


THE POLISHED DOR/MCL WITH 
THE POLISHED PERFORMANCE 














ates sit unin 


QUALCUT TOOLS LIMITED “Suierrrei.o 3°” 


Telegrams and Cables: **QUALCUT”, Sheffield 9 Telephone: Sheffield 41023/4 
London Office: 4/8 Putney High Street, London S.W.15. Telephone: Putney 7251 (3 lines) 


When answering advertisements kindly mention MACHINERY. 
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eoccccccccccce Vv ; S O ie En 


TOOL & CUTTER GRINDER 


ILLUSTRATION SHOWS THE STANDARD 


move. CAPACITY 11° < 18° 


COMPLETE WITH FULLY MOTORISED 


ence S400 


.... also available with capacity of 
11” X 24” wet grinding equipment, internal 
grinding attachment, collet attachment, 
dividing head, chucks, long surface grind- 
ing quill, dead centre grinding attachment, 
etc. 











7 
\ 





MADE BY D. VINELL & SON LTD. 


n @@ TONBRIDGE, KENT, ENGLAND 
Telephone: Tonbridge 2476 














MARK YOUR NAMEPLATES 


=— MORE RAPIOLY ANO EFFICIENTLY 








MODEL ‘K’ BENCH MOUNTING 


DIAL TYPE MARKING MACHINE 


Unique Features Include :— 


@ Vertical adjustment to marking head. @ Rapid 
positioning for marking. @ Automatic spacing of 
characters. @ Perfect alignment of Type. @ Choice 
of character sizes. @ Special marks as required. 
@ Marks articles up to jin. thick. 





THE STANDWELL EQUIPMENT CO. LTD. 


CAMBRIDGE GROVE ROAD, KINGSTON - ON - THAMES 


Phone: Kingston-on-Thames 4566 (3 lines) Grams & Cables: Impress, Kingston-on-Thames 
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RANGE OF 


DRILLING MACHINES 
















~~ ) ae 
=> : ‘Drillmaster’ Ley 
4 92; +” capacity ~ 
‘ , ) of dip > 
Ph nn L114 Va Bench, pillar or ri? 
ne | pillar ml “bt - line production =~». 
line production * 7 > models ah 
models | <j Aye 
| 
° sz 
=e ee 
‘ f = 
=> 
dr F) 
dacd, 
o4m 1 ee ad 
»—_l i 
| ae 
‘150° AG 4) —"* ) <<. = 
all-geared head g oR P 
{ £9 
‘I50°IV Sto | 
infinitely vertabte J ie : ~ | 
14” capacity | rT 
<= 3 ’ = 
a by 
i |> 125° 
’ | | 14” capacity 


The Radial Drill illustrated on the left is avail- 
able in 2 models. The R3 has a swing of 36”, the R4, 48”. 
Both models have a capacity of 1}” in steel and 14” in 
cast iron. 9 spindle speeds, ranging from 90 to 112C 
r.p.m. Quick hand traverse, fine hand feed and three 
rates of power feed. The range of Kerry drilling 
machines includes bench, pillar and line production 
models with drilling capacities from 4” to 14”. 











Kerr y s 
(Engineering) M@Co Lid 






Full details from your Machine Tool Merchant or our 
Sales Office : Warton Road, Stratford, London, E.15 Phone: MARyland 6611 
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Ne 
SMOND~ 


HIGH SPEED 
ABRASIVE WHEEL 
CUT-OFF 
MACHINES 

N 


A & S$ OSMOND LTD 


254-6, HOTWELL ROAD, 
BRISTOL, 8 
Phone: BRISTOL 27604 (2 lines) 

































pp Comprehensive 

$j range of bench and 
stand models from 

1 to 25 h.p. for the 
machine shop. 
fabricating shop 

and foundry. 





BARS, ANGLES, TUBES, 
ETC., HARD OR SOFT 
CUT IN SECONDS. 








_~ We have "an infinite capacity for taking 
_- pains "—a wealth of skill and knowledge 
_~ —one of the finest Tool Rooms in 
the country, and every facility to give 

you a unique, high precision engineer- 
ing service. We number among 
our customers most of the best- 
known names in the aircraft, 
motor and other industries, 
and would like to include 
yours in this list—may we 
have the opportunity 

to be of service to you? 


consul 
CORNERCROFT LTD. 
the py eectston engineers 





THE CORNERCROFT GROUP 


OMPANIES 
eee WORKS mony ad 
ephone: Coventry 
and Py nH TCLAR GES ST., LONDON w.! 
Telephone: Grosvenor | 
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Talk to engineers 

about drop forgings and they think of 
Daniel Doncaster & Sons Ltd. 
Whether it be the aircraft industry, 
the motor industry or 


any other user of drop forgings, 








all agree that “for drop forgings 


DONCASTERS > |} *ersmisuinseee 


small quantities, it is best to go 
1778 ‘ 
D D to Doncasters. 




















DANIEL DONCASTER & SONS LIMITED - SHEFFIELD 


FORGINGS - DROP FORGINGS + TOOL STEELS - HARDENED STEEL ROLLS 
F52 


When answering advertisements kindly mention MACHINE?!) 6 
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offer a complete range of 
pneumatic gauging equipment 


(Suppt.) MACHINERY January 17, 1958 
fe RAYNER e 

“4 3 < 

7 2 POWER DRIVES & 
< S 

zs 

ns 

re: 


The importance of the announcement that Teddington 
are manufacturing, in technical collaboration with 
Moore Products of Philadelphia, a range of pneumatic 
gauging equipment lies in the fact that for the first time 
British industry is offered a complete range covering 
manual and automatic gauging and complete automatic 
machine control. The major advantages of speed, accu- 
racy and robustness are common to each application. 


In brief... 
% magnifications up to 12,500 
%* great accuracy — repeatability within 1% of scale range 


* positive operation — high pressure system unaffected by 
dirt or coolant on the work 


* high wear tolerance — up to 0.003” 
accuracy. 


without affecting 


q MANUAL 


Single and multiple gauging of dia- 
meters, taper, thickness, straightness 
and other dimensions. 





a 
AUTOMATIC High speed multi-dimensional gauging 


machines with automatic segregation of work and feed-back 
signals for machine control. 


MACHINE CONTROL “In process” or “post process” 


gauging with 5 stage feed-back signalling. 


Write for further details available in leaflet A & Ij M /101. 
TEDDINGTON INDUSTRIAL EQUIPMENT LTD 
SUNBURY-ON-THAMES, MIDDLESEX Se 


TM Sunbury-on-Thames 600 (9 lines) 
ha ong : Teddequip, Sunbury - on - 
Thames, Telex. Telex : 22742 Teddcontwnbry. 


TIE S8 





ra a BOB AS TS ae gon ee 





ee | 


*2 4.P.” 
40 to 200 r.p.m. 


COMPACT PURPOSE-MADE 
E POWER DRIVES ARE OUR BUSINESS ; 
PETER RAYNER LTD 


Say aren 4 At. pe 
oo FO pee NS 8 oat Te ad Pin De Sk, i ae Hae 


45 
ip 
=i 
>, 
. Py 
Jy 
ited 
Ao 
“se 


tH 


os 
121 WHITEHALL RD - LEEDS 12 TELEPHONE : LEEDS 33864 aA ; 


oa 
: iP] 











Enquiries to . 
T.A.L. DEVELOPMENTS LTD. 


BROADWATER WORKS, GARMAN ROAD, TOTTENHAM, N.17 
TELEPHONE : TOTTENHAM 2732/3 


yune 
cette 
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ACTION 






CONTROLLED 
Long painstaking research 


rel iF 48) = has produced the 
Roto-Finish range of 
CREATES barrelling machines for 
deburring, descaling, 
radiusing, polishing, 
britehoning and 
The principle of barrelling may be the same today colouring metal parts 
as thirty years ago, but the application of the principle PRECISION at the lowest possible 
is vastly different. Roto-Finish precision barrelling om 
techniques can produce surface finishes of an accuracy 
even up to § micro-inches and go on producing a 
uniform result, batch after batch. One of the operative 
. factors in Roto-Finish barrelling is the controlled Cascade 
Action. This process depends upon the rotation of the barrel 
so that the contents are carried round in a position of repose until the 
point is reached where the mass commences to slide, all components passing, 
, ° as a result, through a continuously sliding top layer. The speed of the 
barrel’s rotation, which determines the briskness of the Cascade Action, 
is one of the seven variables which must be controlled exactly to produce 
precise and uniform results. 


ROLLS ROYCE are among the leading British firms to use Roto-Finish 


To be precise — Roto -Finish 


ROTO-FINISH LTD., DEPT. M,§ MARK ROAD, HEMEL HEMPSTEAD, HERTFORDSHIRE. BOXMOOR 4600 (PBX) 
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8” Carbide and H.S.S. Grinders 





SPate 


apna: 


* Alow priced machine 
capable of first class results 


* Fully adjustable tool rests 


Drive through ¢h.p. motor with high tensile steel 
shafc on dust sealed, grease packed ball! bearings. 
Available for bench or pedestal mounting. 


GRIMSTON ELECTRIC TOOLS LTD. 
DEPT. M2, PROGRESS WAY, CROYDON, SURREY 
Tel : Croydon 0131 Grams: Grimtool, Croydon 


MACHINERY 





UNIVERSAL 
TOOL HOLDERS 


Time taken in 
changing and 
adjusting the tool 

is reduced to a few 
seconds when using 
a Malcus Universal 
Tool Holder. 

An ordinary lathe 
equipped with a 
Malcus Universal 
Tool Holder will in 
many cases perform 
the same work as 

a turret lathe, and 
consequently, the 
purchase price of 
the holder will be 
repaid in a very 
short time. Easily 
Rae fitted to any lathe. 
Distributors and Stockists for the United Kingdom 


> ML & 








SHOWROOMS & SALES : 204-6 ACTON LANE, HARLESDEN, LONDON N.W.10. 


Telephone : ELGar 4833 
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BOSTON direct on drum 
REVERSING SWITCH 





AS. 
Max. 3HP 
D.C. 
Max. 4HP 
Standard model 


PRICE 27/- 


Spring return to 
neutral (or to 

other special 
requirements) 

can also be 

supplied at small 
extra cost. 


Generous terms 

to merchants 
and 

manufacturers. 





For full particulars write to : 


KINGS LANGLEY ENGINEERING CO.LTD. 


KINGS LANGLEY, HERTS. TEL.: KINGS LANGLEY 2215-9. 

















WORLD’S MOST RELIABLE 


HOIST BLOCKS 


Send for illustrated brochure 203 
ACROW (Engineers) Ltd., South Wharf, London, W.2. 
AMBassador 3456 (20 lines) 


SOLE AGENTS FOR THE UNITED KINGDOM 
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OAC 4 now series of Brochures on 


SPECIALISED LUBRICANTS 


Publication No. | 


ANTI-SCUFFING PASTE AND 
ANTI-SCUFFING OIL 


Anti-Scuffing Paste is the most effective 
means of applying Molybdenum Disulphide 
for dry lubrication. Used where ordinary 
oils and greases cannot be applied. With- 
stands immense heat and pressures, and has 
remarkable anti-seize properties. Approved 


as ot 

sresate tor oft poet 

wang ond Clocde snes 

Wotcne » asd taavetr® 
or 


c 
Alor® 
. Crock oo™ 


under D.T.D. 900/4284. Anti-Scuffing Oi! 
enables Molybdenum Disulphide to be used 
in circulating systems, oil lubricators and 
so on 


Publication No. 2 


R.T.D. COMPOUND 


The modern cutting medium for severe 
metal operations. Consists entirely of 








KILOPOISE LUBRICANTS 


Formatly trom 5: Regwsene \estwmest Gesnsen: 











additives, and counters the effects of high 
pressure and frictional heat in drilling. 
reaming and tapping stainless steel, alloy 
steels, nickel and titanium. Has lengthened 
tool life up to 30 times 


Publication No. 3 

MOLYBDENISED LUBRICANTS 
The remarkable anti-friction and pressure 
resisting properties of Molybdenum Di- 
sulphide have been incorporated in a wide 
range of specialised lubricants, which are 
dealt with in this Brochure 


Publication No. 4 
WATCH AND CLOCK OILS 


A complete range for the Horological and 
Instrument Engineer, based on the best 
Continental blends and improved by up-to- 
date refining methods. Includes a series of 
synthetic oils which remain fluid down to 
—65°C; and Molybdenised Oils in all! 
viscosities 


Publication No. § 

KILOPOISE LUBRICANTS 
Extreme viscosity lubricants to damp free 
motion and ensure a slow, even action in 
such components as optical focusing 
movements, variable condensers and poten- 
tiometer spindles. Widely used throughout 
the optical, instrument, radio and electronic 
industries. Special grades available for 
use as Core Locking Compounds on 
L.F.T’s. and other Electronic assemblies. 


Publication No. 8 


MOLYTONE GREASE 


Actually a series of specialised lubricants 
combining Rocol Bentone Grease and 
Molybdenum Disulphide. These greases 
have no melting point and are effective 
from below zero to 450°F. They withstand 
tremendous pressures and provide positive 
lubrication even in “starved” conditions. 
They possess outstanding anti-friction 
properties. 


Write to Hi See ee eae about LUBRICATION 


These Brochures are available from: 


ROCOL LTD 


IBEX HOUSE, MINORIES, LONDON, 
E.C.3. Telephone: ROYai 4372. 
or ROCOL HOUSE, SWILLINGTON, 
EEDS. 


r. 


Telephone: Garforth 2261/2. | 


AGOSINE 
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ABC MARK II 
OFFSET 

BORING HEAD | Eo 


Capable of boring from CEs ( —: \ . 



















" We 
tin. dia. to Sin. dia. VILL \ yee 


REELS 
\) 
at 


Micrometer feed is provided. ee 


Size of head: 
24in. dia., 24in. long. 


Equally efficient 
in lathe, drill 








press, milling is suitable for 
machine. ROLLS OF SOLID CONSTRUCTION V-BELTING 
Patent No. 749362 and others 
* M, A, B, C, P & D sections 
—— bi available. Write for 
incre at amene % BELTING supplied in SOft. } “lly descrip- 


and 1{50ft. rolls. 

% QUICKLY FIXED. Any size 
of belt made up in a few minutes. 

*%& EASILY DETACHABLE. Beit can be shortened 
and fastener used again. 

*%& STRONG JOINT. Indefinite life of joint by 
replacing oil impregnated bronze bushes. 


FLEXICON LTD. 


NORTH WING MILLS: BRADFORD: Y OR 
FHCNE: 23941 m 

















SOLE MANUFACTURERS 


A. B. CREED LTD. 


4, LITTLE ILFORD LANE 
LONDON E.C.12 


ILFORD 0455 

















Write for DATA SHEETS to Dept. Aé 


aaden etisan 
fas 






Tel.: Bingley 
2388, 2351, 2226 
’Grams : 
*CIRCLIPS’ - BINGLEY 








A.I.D. laa LFV. ceed Cc i RC Li % 


















absterge (to clean by wiping) 
Austins supply the best cleaning 
rags for every purpose. Some 
jobs call for coarse, heavy fabric, 
some for soft, closely woven 
materials—we can meet all 
requirements with carefully 
selected rags that are thoroughly 


washed and sterilized in our own = REPAI RS 


AA. W.NEWMAN 


& SONS LIMITED 








plant. Orders of all sizes are 
handled with promptness and % TO ENGINEERING 
reliability. Please let us quote ' ‘weg ANS 
you for segeies supplies. : ©  mesmeneneene 
AUSTINS industrial cleaning rags 
E. AUSTIN & SONS (LONDON) LTD. GUN WHARF Phone: PARK 6946 
Gunmakers Lane - London: £.3 - Tel ADVance 1211 152a Holland Park Ave., London, W.!I 
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‘SABEN’ 


MACHINERY 


“ 476.”" For tools operating under severe conditions 
of wear and abrasion or when maximum runs are 
desired. Air hardening, machinable. Applications 
include dies and punches for blanking steel sheet and 
plate, high silicon transformer materials, stainless 
steel and iron, brass, copper, zinc. Also for deep 
drawing dies, cupping dies, forming dies. 


“L.T.A.H.” Deep hardening in air at 840 deg. 860 
deg. C. with minimum distortion. Tough and abrasion 
resistant. Low decarburization. Machinable. Specially 
for tools of heavy or intricate section, heavy forming 
dies, blanking dies, trimming dies, notching dies, heavy 
duty punches, spindles, stripper plates, bending tools 


HIGH SPEED STEELS, 


“$.C.V.” A hard, tough steel which resists sinking. 
For cutting dies, drawing and rivet dies, stamping 
and blanking dies, pressing dies, coining dies. 


“NEWHALL.” An oil hardening non-deforming 
steel. Has a wide range of applications in press tool 
work when it is not desired to use more highly 
alloyed steels. 


“PAX No. 2.” Shock resisting steel with high im- 
pact strength and good wear resistance. For punches 
and dies used on thick gauge materials and subject 
to heavy shock. 


ANDERSON 





A 
SABEN 


PRODUCT 





SANDERSON BROTHERS AND NEWBOULD LIMITED, ATTERCLIFFE STEELWORKS, P.O. BOX 6, NEWHALL ROAD, SHEFFIELD 9 
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130 (Suppt.) 
@0000080060080 


$ OUTSTANDING 
IN VALUE AND 
PERFORMANCE 


Table - 25in. by 6in. 
Table cravel - {5in. 
Crossfeed- - 5tin. 
Vertical feed - lin 
12 spindle speeds from 
50 to 1,660 r.p.m. Full 
range of accessories 
can be offered. 

Price including stand- 
ard motor. Brook 
Push-button starter, 
suds pump and cutter 
wrbor é31 


‘SENIOR’ 


MODEL MI. MILLING MACHINE 



















@ for full particulars write to manufacturers 


@ T. SENIOR, ATLAS WORKS, LIVERSEDGE, YORKS 


MACHINERY 
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Brown & Sharpe Index, B.S.A. Tarex. 
C.A.V. Manurhin, Wickman, Tornos, 
Petermann and Bechler Automatics 
CAMS DESIGNED & MACHINFD. 








Moser Cams & TooLs L?D. 


465, HORNSEY ROAD, LONDON, N.19. 
Tel.: ARCHWAY 1766. 














ACTION Pliers are 


with abl 


FIRM FAVOURITES TRADESMEN 









Gi 








OR ey OO ee 0 ee Oe <0) oe <8 Os ee 








STEEL FABRICATION SPECIALISTS 


—GUILLOTINING—ROLLING— 
—PROFILING—WELDING— 
—MACHI E NG— 


ol? \DE A 


—s. WORKS, RICHMOND ROAD, 
INGSTON-ON-THAMES 
ae KINgston 6820 






















WET TOOL GRINDER 


Speciaily designed to: tungsten carbide tools . one 
wheei for roughing and one tor finishing. bee: rge 
diameter bali-vbearing spindie. Sturdy construction 
throughout, with sel!-contained motor drive as nee own. 


Write tor tuli details 


CENTAUR TOOL WORKS 
EYRE ST., SPRINGHILL BIRMINGHAM 
Phone EDGBASTON 1118/9. Grams. CAPSTAN BIRMINGHAM 
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BOOKS ON 


MATHEMATICS 


MACHINERY’S HANDBOOK 
(Latest Edition - Thumb-indexed) 


Presents in one complete volume ail the essential data for the entire field of 
shop practice and machine tool design Amply illustrated by diagrams 
accompanied by proven data, the latest printing of this world-famous book 
gives not only all the old, tried and proved features of earlier editions but, in 
addition, the most useful, recent and complete collection of data, standards, 
formulae and practical information 


Price 72s. cash and C.O.D Instalments 80s., payable 13s. 4d. in 10 days 
13s. 4d. monthly. Overseas, cash with order, plus 2s. postage. 


ARITHMETIC FOR ENGINEERS—Charles B. Clapham 


Revised edition of a well-established text. it covers: vulgar and decimal 
fractions; symbolic representation; simple equations; logarithms: mensura- 
tion; graphs; the slide-rule; and trigonometry 


Price 21s, cash and C.O.D.  Instalments 23s., payable 8s. in 10 days, 
7s. 6d. monthly. Overseas, cash with order, plus Is. 6d. postage. 


MANUAL OF PRACTICAL MATHEMATICS 
—Frank Castle 

This manual was designed cs an introduction to the methods of higher mathe- 
matics for students who do not propose to specialise in mathematics. Covers 
trigonometrical equations, indices and logarithms, mensuration of solids, 
vectors, differentiation, successive differentiation and Taylor's and Maclaurin’s 
theorems, integration, moment of inertia, Fourier’s theorem and differential 
equations. 624 pages 


Price 15s. cash and C.O.D. Instalments 16s. 6d., payable 5s. 6d. in 10 days, 
5s. 6d. monthly. Overseas, cash with order, plus Is. postage 


MATHEMATICS AT WORK—Holbrook L. Horton 
Contains over 700 pages, describes in detail the practical applications of 
arithmetic, algebra, geometry, trigonometry and logarithms in step-by-step 
solutions of mechanical problems, with formulae commonly used in engineering 
practice. Standard reference tables and a concise review of basic mathematical 
principles 


Price 60s. cash and C.O.D. Instalments 66s., payable IIs. in 10 days 
Ils. monthly. Overseas, cash with order, plus Is. 6d. postage 


SHOP MATHEMATICS—F. D. Jones and E. Oberg 

Applied mathematics dealing with various machine-shop and tool-room 
problems and containing numerous examples illustrating their solution and 
the practical application of useful rules and formulae such as solution of 
triangles, milling machine indexing, change gearing for screw thread cutting, 
etc 

Price 36s. cash and C.O.D. Instalments 40s., payable 7s. 6d. in 10 days, 
6s. 6d. monthly. Overseas, cash with order, plus Is. postage 


FREE APPROVAL NO DEPOSIT INSTALMENTS 





To MACHINERY, National House, 2! West Street, Brighton, |, 
Please send me Book s marked X above 

For CASH herewith or by C.O.D. or 

ON APPROVAL whe? ! will either return in 5 days, or 

pay FULL CASH. or by INSTALMENTS as stated above 
Name Position 


Address Firm 
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iitthittinn 2722 2°° 


PRODUCES ACCURATE AND COM- 
PLETELY RIGID JIGS AND FIXTURES 
WITHIN 0.0003in. WITH NO MACH- 
INING NO EXTRA MATERIAL AT 
LOW LABOUR COST FOR LONG 
OR SHORT RUN WORK 


lilustration shows set-up for milling 
gear selector fork ona !2in. by [Oin. 
base—with exploded illustrations of 
certain component elements 
Send for literature showing complete 
range of equipment and typical 
applications, illustrating versatility of 
system 


WHARTON & WILCOCKS LTD., 


MACHINERY January 17, 1958 


J UNIVERSAL JIG & FIXTURE SYSTEM 


| 
+ 


20 BULL PLAIN - HERTFORD - ENGLAND 


TELEPHONE : HERTFORD 4041 












TRTeRATIC. 
MULTI-SPINDLE 


DRILL 
HEAD 


SIZES 


Stations 
Collets, Chucks, Tapping Head, Turret Depth 


_Stop, Pre-selector Variable Speed Drive 


EMBASSY MACHINE & TOOL COMPANY LTD. 
248, Watford Way, Hendon, London, N.W.4. 
Telephone: SUNnyhill 2829. 


When answering advertisements 


jp, ~but engineers 
doce “S* BRAUER | 


;OGGLE CLAMPS 


WIDEST RANGE 
FROM THE MAKERS 








: . BRAUER LTD. 
* dds.» . H res. a 
= ~ Harpenden 3603 
















REBUILDING 


We now have faci 





ities for re- 
building lathes of our manufacture 


Machines made to original limits 





of accuracy. Inspection at your 


Representative 


TvVVIiF & BROWN (Machine Tools) LTD. 


9 25, MANCHESTER SQUARE, LONDON.W.I. 
Telephone: WELbeck 7941/6 


Keabow 


kindly mention MACHINERY 
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%* Simple loading and unloading 


Dubied SELF-GRIPPI 
automatic WORK DRIV 


N G of workpiece (by hand rota- 
ER 


tion of knurled ring). 


Irregular or eccentric blanks 


y,' to 6" capacity covered by only 3 sizes gripped with even tension. 


eh pees 
Min, : Gripping pressure increases 
Ff . 


in proportion to cutting forces. 


Vibration minimised by 
interior counter-balance 


weights. 


No danger to operator, due to 


absence of protruding parts. 
Intermediate blank flanges can 


be supplied in various sizes: 


and to suit type of lathe. 


MACHINE SHOP EQUIPMENT LTD. spenser St., London, S.W.1. Tel. VIC 6086 





— ® 


. OLDAK GAUGES 


ACCURATE ROBUST DEPENWLDAELE 


cr 
Compare 
THESE PRICES THESE FEATURES 
0:0005in.cr0-Oimm. Stainless steel rack 
from £2.17.3 and pinions 
0-000! in. or 0-602m: Rotatable bezel 
from £5.4.6. Revolution counter 
<cRM? Continuous and bal- 
a anced readings on the 
ERY 05 c same scale ring 
- WK {O “<> < & 
Gt _¢c Ape Stainless steel hardened 
\ wer case stem 
AND, of course, BSI accuracy and dimensions 
Write NOW to DEPT. AM for MANUFACTURED SOLELY BY: 


particulars of compiete range of ENGINEERING PRODUCTS LIMITED 


Dial Gauges and Comparators, a!so 
Foot Lever presses and High- GLENBROOK WKS., LITTLERS CLOSE, MERTON ABBEY, LONDON, S.W.19 
-_ 


Speed Drilling Machines etc. TELEPH LIBERTY 1085 & 1086 


cr apell 
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The latest and greatest 


of a long and famous line is 


THE AMAZING PROPERTIES OF NYLON 

ITS HIGH-TENSILE STRENGTH 

ITS RESISTANCE TO FATIGUE 

ITS ELASTICITY 

are incorporated by a special weaving technique 
which involves pre-stressing the nylon core and 
locking it by means of a thin cotton envelope 
of high frictional properties. 


Sole Manufacturers: 


LEWIS & TYLOR LTD 


Power Transmission Engineers 


GRIPOLY MILLS — CARDIFF 










2 Cotton 


Envelope 
Branches e By N Cc 
LONDON, MANCHESTER, GLASGOW, and Agencies all over ae ee Care 
the world Cc 
2g Cotton 
Makers of the world famous Patent GRIPOLY Hair Belting, GRIPOLATA Envelope 


Rubber and Canvas Ply Belting, GRIPOLASTIC Endless Belts and many 








other GRIPOLY products. 


YIDNOT SLISV1 — YWIDNOHLS g.LI 


ee 
















CUT COSTS 


ra IN 
tral KEY WAYS 


MARLCO' 


KEYWAY BROACHES 


Cut perfect taper or parallel Key- 
ways with any type of hand press, 
without skilled labour or elaborate 
set up. No. | set for i”-&", 
with guide diameters }"-1}". No 
2 Set for *&”-%&". with guide 
diameters 1}°-2". Broaches and 
guides are interchangeable for 
non-standard Keyways. 


W. H. MARLEY & CO. LIMITED 


NEW SOUTHGATE WORKS, 105 HIGH RD., LONDON, N.1I1 
TELEPHONE : ENTerprise 5234, 5578 








iq 


mn (oo T “ll ( 
| i" Wand is SOE 


" li 
' and of lip! 


When you require speedy 
positioning, holding down 
and final release on all 
machining and assembly 
operations—either for small 
batch, or long run work— 
like hundreds of other firms 
throughout the eer 
you will find 
the answer 

in 




























= <i — 

















HE oT W- 286 376 
ill all 
Hl li ll illUttmer ee alll 
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BLANKS WITHOUT DIES 


If you need small* quantities 
of blanks, pierced or otherwise, 
in metals or non-metals, 


use the.. 


CROSLAND BLANK & PIERCE SERVICE 


which offers you prompt delivery 
of well finished blanks produced by 
its unique and surprisingly 
inexpensive tooling and production 
technique. Forget about dies and 
simply send your drawings 


and specifications to .. 












































BREDBURY, Nr. STOCKPORT, CHESHIRE. 


Telephone : Woodley 262! (3 lines) 


you like! | ESTIMATES SENT BY RETURN 


CARI ZEISS: HIGH PRECISION MECHANICAL 
FLSENA FINE MEASURING TOOLS 


Small Bore External 
Gauge Micrometers 


Range 2mm. to 11mm. | Supplied in four sizes 
© to 4 inch, all with 


Passameters Tungsten-Carbide tips 


Supplied in four sizes 


© to 4 inch Pe meson. 
Universal Tool icrometers 
Supplied in two sizes 
Nolder =| SSP Ses 
Orthotest High Precision 
Indicator 


Reading to .00005 inch 


* as small as 

















Catalogue on request JOINT SOLE DISTRIBUTORS: 


Selson) The Selson Machine Tool Co. Ltd 


“se 41-45 Minerva Road, N. Acton, London, N.W.10 


GEORGE COHEN BULWER STREET, LONDON, W.12 


SONS AND COMPANY LIMITED Tel: SHEpherds Bush 2020 
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Change to 


— ROCKWELL 


HELICAL ett: | 
CLAMPS | | «sesssoro” tTyPE «mG’ 


BRITISH PATENT SELF-CONTAINED MOTOR 
DRIVEN ROTARY TABLES 





ALL SIZES 
Why waste time building 


LIVERED 
DE up rickety, makeshift VARIOUS SPEEDS OBTAINED BY CHANGE GEARS 
EX-STOCK clamps with anything RAPID TRAVERSE IN REVERSE — COMPLETE 
sy ae . WITH DIVIDING MECHANISM — DIVIDING 
that’s handy? Get on the ACCURACY + | MIN-OF-ARC 
phone today and ask for 
full information about @ IN SIX SIZES 10’—32’ DIA. 


Rockwell Helical Clamps. 
These ingenious clamps STANTON MACHINE TOOLS LTD. 
have been designed for Bessborough Wks., Molesey Rd., West Molesey, Surrey 
simple quick and positive PHONE: MOLESEY 6635 
mounting, with negligible 











clamp projection over 
work piece. Each clamp 
is a complete unit, with 





no parts to lose, 


cad GIVING PRicg PRECISION 
areca ee Lap A TOOLMAKING & 
ni Pca ENGINEERING 
WELSH HARP, EDGWARE ROAD, ROCKWELL 


LONDON, N.W.2. GLAdstone 0033 mina test 





Also at Birmingham — Springfield 1134/5. Stockport Stockport 5241 
Glasgow — Merrylee 2822 
scs 








SHIRLEY 


SPECIAL TOOLS & ENGINEERING 
PURPOSE eons 


MACHINES Inemediate Capacity 
JIGS - FIXTURES Phowept Delivery 


Se PRESS TOOLS 
@ Meehanice castings 1-3 ELGIN ROAD 














CAM ACTION MACHINE VICE 








Width of Jaws 

(Large Model) Siin 
(Small) 34in 

Jaws open (Large model) 
gin. (Small) 2in 


@ Jaws can be easily replaced MOULDS 
@ Quicker loading by special soft jaws SOUTHAMPTON 
@ Totally enclosed @ Leverage by cam handle DIES Telephone : 21881 
cam unit gives extra clamping power 





GAUGES 
PEACOCK & WALLER LTD | 4'0 488 Approved 
HINCKLEY, LEICESTERSHIRE, ENGLAND [| Telephone: II 

















When answering advertisements kindly mention MACHINERY 





January 17, 1958 


Teething 
Troubles? 


ABRAMS 
ENGINEERING 


can supply the answer 
to your gear 
manufacturing problems 


WORM & WHEEL REDUCTION GEARS 
STRAIGHT BEVEL GEARS 

SPIRAL & ZEROL BEVEL GEARS—on the 
latest Gleason System 

SPUR & HELICAL GEARS 


Our expert service 
is backed by many 
vears of expertence 


We should be ple ased 
to forward vo 

request, ou 

brochure and quot 
for vou partic ulat 


requirement 


ou ABRAMS ENGINEERING 


Cy SYD ABRAMS LTD. Waterloo Rd. M he 
Telephone BROIL GHTON 43>] (7 nes) 





MACHINERY 


ENGRAVING 
as easy a8 ABE 


MODEL 848 
ENGRAVING MACHINE 


Reduction range 1:2 to 1:4 
Vertical adjustment to 
suit workpiece height. 
Area for 1:2 recuction 
Sin. by 3in., for 1:4 reduc- 
tion, 2iin. by Ifin. 


£90 Complete 


MODEL 713 ; if] 
ENGRAVING MACHINE 

Reduction range |:2 to 1:8, 0 

with engraving at near 

writing speeds. Balanced 

pantograph has ball pivots 

and adjustable’ tension 

Area for 1:2 reduction, 

1Sin. by 10in., for 1:8 re- 


duction, Sin. by Ga, £165 Complete 


Re q 


a MODEL 858 ENGRAVING 


CUTTER GRINDER 


Simplifies the grinding of 
special cutter forms. Uni- 
versal cutter head with 
bold graduations and 
adjustab'e stops for pro- 


files, compound angles, 
radii, blends, etc. 


£83 15s. Od. 


Complete 


David 


Nowling 


ENGRAVING EQUIPMENT 


. . » moderate in price 
high in performance 





DAVID DOWLING LTD. 

ROEBUCK RD., HAINAULT, ILFORD, ESSEX. Tel: HAINAULT 4121 3 
TOCKIST THR sHOUT THE WORLD London . Belfast 
irm ’ C t ster Glasgow Manchester 

Melbourne Johannesburg + Madras 


et 
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QUA LIT DZ 
CONTROL 


of pressure die castings 











lA.LD. : ARB. 
| Member of the Gauge & Toolmakers Association 
i@m OULCDS cemapreeine —_o 

njection Plastic 
@ MOUL DS Pressure Diecasting 
ie MOUL DS Rubber and Gravity 
@ JIGS & FIXTURES 


@ PRESS TOOLS 


———S 


r gw ROAMP , 













































































































































































































































































































































































































































































































Stitt jeenee Suuccesnsesesesnee @ PRESS WORK up to 25 tons 
Prt ; ws a TT th 
Hcticticetece | @A¥oMATIE,t careran 
+ ppt $+ pty Lanai Shanenanan ah ani + 
sussguesssssscnseceteseseeacs ssaecees TO BE PRECISE IT’S 
+ Saeed a ++ a4 } e+ ae el Camdentacls 
+ tr nan ae dete + 4 tir 
tte Bee | ttt + +t tett pe bette 
PH PH et gt 21-22, HONYWOOD ROAD, 
Coo SERananeE > «ines BASILDON, ESSEX. - 
beSHeen ann Ses Trt wrt t i Phone: Basildon 20506/7. 
i beuensssss seocssseectes>-ceats 
i t ea we 8 ON eH ee em | 
; : He titer 
+e ending bs + i ba i 
Pett A seeeseon oes Sew ee 
pt hep + + +44 tht eo ws 
asses cesaaatensssesatanestaivens PRESSWORK 
thy 5 a ie ee 
. ~ ++ pepe sepe te tes +e 
-4+2 Se eeecasess cececas anne SMALL AND MEDIUM 
{ sosann Toth , 
J itt +H TH + sigses (Including Deep Drawing) 
Uae ence ReesSeEees saaes peeserticees We can provide : 
t +4 bat 44 + + 4 + pete te ved 
TT wae: ; eces Mo MATERIAL - TOOLING : METHOD 
HHH PRODUCTION & FINISHING 
+++ + Sot ttt | 
i 8 8 A we Sw 4444 tT Free Delivery Greater London Area | 
18 SVRSRSSES Ee SEs ttt t +t 8 a a A.1.D. Approved 
ttre itt tty ttt +++ feet ett +4 
anes ae aoe saunesasasausees H. G. SANDERS & SON. 
Maintaining the correct chemical analysis of die casting i 
alloys, particularly with regard to impurity limits, is of Gordon Road, Southall, Middlesex. 
paramount importance in the production of high quality Telephone: SOUthall 561! | 








die castings. Our Laboratory is equipped with one of the 
few direct reading spectrographs in use in this country. 

As aresult the requirements of the B.S.I. Certification 2 
Scheme for zinc alloy die castings are far exceeded. Every 
melt is analysed and the holding furnace of every machine 
is checked for impurities at least once per shift, enabling 
any variance from specification to be quickly identified. 

With the utmost confidence, we can therefore claim to 
supply castings of the highest quality. Quotations, with- 
out obligation, from drawings, specifications or samples. 





PRESSURE DIE CASTINGS bees Daawne 
IN ZINC, ALUMINIUM AND SOFT ALLOYS ME pitseiNes- 
SPARKLETTS LIMITED DS See ay 
TOTTENHAM, LONDON, N.17 MAIDENHEAD: BERKS 


'Phone:Maidenhead 700 (lines) 
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CLASSIFIED ADVERTISEMENTS 


PLAIN ADVERTISEMENTS Except “ Situations Wanted " (ALL TYPE) : 2/2 per line. MINIMUM 8/8 (4 lines) OR £1 8s. 2d. per inch 
RATES : (3 lines per inch). Bex Nos. \/3 extra per insertion. SITUATIONS WANTED: 1/8 per line. MINIMUM 6/8 plus 1/3 Box Ne. 
SPECIAL DISPLAY TYPE (with or without Blocks): &yp. £1 10s.; rep. £3; ép. £6 or £2 per inch (min. din.). Series rates on request. 

mee 


CONTRACT WORK 


























oe eDESIGNSe ce i 
DHE aes 
PRODUCTS 




















JIGS - FIXTURES 


GAUGES - PRESS TOOLS PRESS TOOLS 


FORM TOOLS AND LAMINATIONS—COMBINATION—PROGRESSION, ETC. 


SPECIAL MACHINES JIGS—-FIXTURES 
PROTOTYPE MACHINING 


Viking Works, London Rd., Designing—Short Order Work—Sub Assemblies Completely Teeled 
Romford, Essex. Tel : Romiord 61991 2 JIG BORING AND PRECISION GRINDING 


LANDEN (ENGINEERS) LTD. 


Established Design Organisation la, Aubert Port, == . ~g cand London, N.S 


have capacity available for Production 




















planning and detailed design of Press Tools, S, 
Jigs and Fixtures, Special Machines, etc.— 
NORRIS’ BROS., Lp., 53, Victoria St.. 








8.W.1 “Phone: ABBey 6132 and Brighten f 55566. 








Employing upwards of sixty De- 
signers and Draughtsmen invites 
ENGINEERING ° enquiries for Design and Manufac- 
DESIGN * Design ture of all types of Special Purpose 
: fi Equipment, Jigs, Fixtures, Press 
SERVICE : sui Tools and Gauges. 
and Comprehensive facilities available 
for development or projects from 
initial conception to final manufac- 
ture. 








Manufacturing 


== RATES 


Design and Drawing : 12/6d. to 14/- per hr. 
o- R. E. CARDER LTD. “on . Depending on nature of work 


t nr a Chiswick Common Road, London, W.4 Organisation Tracing ; 6/6d. per hr. 
JIGS — TOOLS — AND PRESS TOOLS 
UNIVERSAL GRINDING Replies to Box T839 MACHINERY, 


—JIG BORING GENERAL .W.1 
GOOD CLASS MACHINING WORK— Caen Reme, Seen ae 


DESIGN OFFICE & DEVELOPMENT WORK 


@ ENGINEERING BUYERS NEED MACHINERY’S ANNUAL BUYERS’ GUIDE 
When answering advertisements kindly mention MACHINERY. 





















































140 (Suppt.) 


TOOL DESIGNERS 
& MANUFACTURERS 


itm? o00.8 3) 
PRESS TOOLS 


SPECIAL MACHINES 


ice oe 


MACHINERY 





Ch ified Adver i 


Specialists in 


Turbine Blade 
Tooling 
Layout 

and Lofting 





AND PROTOTYPE WORK 





Let us absorb your Peak 
Design load for you! 


Specialists in design of 


Auto Tooling ~ 
Press Tools and Tracing 
facturing Service available. 


WILLIAM ATKINS 
(COVENTRY) LTD. 


Transfer 
machines ‘ Special purpose machines 
Jigs and Fixtures 


03/269 
Foleshill Road 
Coventr 






Tel: Coventry 62568 

















Manu- 





SOUTHBANK RD 





- KENILWORTH - 




















JAN 


FEB MA 


eee GEARS e eee 


DESIGN LOAD 





GEARS We are specialists 


Experienced gear cutters at your service 


No need to let a gear problem stump you. 


Expert knowledge is on hand 
id delivery 


Every satisfaction assured 





rom customers’ own blanks 
All gears cut, or made complete to your requirements. . a 
Trust your gear-cutting to us (over 30 years’ experience) . 


Do send your enquiries, large or small, prompt attention given 


F.M. IILLICH (GEARS) LTD. 


4A, JAMESTOWN ROAD, LONDON, N.W.1 


Tel.: Gulliver 5046 
SPIRALS * SPURS WORMS & WHEELS - BEVELS - SPROCKETS 
CAPACITY LIST ON APPLICATION 


ALL TYPES OF SMALL GEARS 
UP TO Bin. DIA. 10 D.P. 


ESTABLISHED IN 1880 








G. W. EVERY & SONS, LTD. 


49, THORNHILL RD, LONDON, N.1. Phone: NORTH 1827. 
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WE DESIGN 
AND MANUFACTURE 


| PRESS TOOLS 


AND DO THE 


PRESS WORK 


A.1.D. & A.R.B, APPROVED 


NAISH BROS. & CO. LTD. 














124, CHELTENHAM ROAD, 
BRISTOL. Tel.: 25532-3 
GEARING FOR 


CUSTOMER’S OWN BLANKS ACCEPTED 
Capacity shortly available for :— 
HIGH PRECISION @ GEAR CUTTING 
(Max. O.D. Sin. Min. D,P. 120) 
Bore/P.D. Concentricity -0005” 
@ THREAD MILLING 
(Up to Ifin. dia. by 24in. long) 
(Over Ijin. dia. by 4}in. long) 
@ BENCH LATHE TURNING 


F. BROWN ‘eee amd 





150, a Meper Street, Islington, N.1. CAN 4287 
Gear Cutting, Auto Turret, Capstan 
and Centre the Turning, Milling, 


Pianing, Hardening and Grinding, 
Profile Cutting and Welding. 


SMITH & NETHERWOOD, 


Ti Read, Qua rmby, 
RUDDER ERSFIELD. 
Phone: MILNSBRIDGE 1865. 




















GEARS—PRECISION 
AND INSTRUMENT MACHINE CUT 
Max. capacity 12 D.P. Bin. dia. 
Blanks turned and cut. 
SETON CREAGHE ENGINEERING LTD., 
TRADING ESTATE, PARK ROYAL ROAD, N.WIO0 
A.1.D "Phone: ELGar 3356/7 A.R.B. 
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! 

for | COMPLETE ASSEMBLIES 
HIGH CLASS WORKMANSHIP ; J/6S AND TooLS 
RELIABLE DELIVERY DATE | corr wrray, 


SHEET METAL WORK 
tend for ECONOMIC PRICES GENERAL MACHINING 
copy of 


special brochure 


A-M-D ENGINEERING CO LTD - BEAUFORT ROAD - EAST TWICKENHAM 
Telephone: POPESGROVE 2877/8 


GENERAL ENG’G. 


Complete production of 
GEARS e © SERVICES ¢ « 


SPURS ° SPIRALS - BEVELS '[pRototyPe & PRODUCTION 
t | ELECTRONIC WIRING, COIL WINDING, 


WORMS - WHEELS - RACKS |] SETON CREAGHE ENGINEERING LTD., 


SPROCKETS & CLUTCHES ! | Se teen 


A.1.D. ELGAR 33567 A.R.B. 











Extra rapid delivery 


from Customers own Blanks 
vite 





STAINLESS STEEL 
SPECIALISTS 


Fabrication welding and \-ray 
inspection pressings and machined 


parts 


rHE rAYLOR RUSTLESS 
FITTINGS COMPANY, Limrrep 
Ring Road, 
Lower Wortley 


Leeds, 12 


Capacity Available in All Depart- 

ments of light engineering works, witt 
General machine shop and woodworking plant 
Channel and angle framework, Tubular Con 
struction, Fitting, Welding, Stove Enamelling 
Painting and Spraying, Assembly and Wood 
work Shops 


CARTERS WORKS, 
Great Western Trading Estate 
Park Royal Road, London, N.W.10. 
"Phone: ELAjiar 6404 


Welding & Engineering 
Specialities 


ML LIL IS @ GRINDING 
PRESSWORK @ WELDING ALL 
PROFILE METALS 
CUTTING e@ JIG BORING 
TOOL MAKING @ MILLING 
SHEET METAL @ CAPSTAN WORK 
WORK 


THE DAVALL GEAR COMPANY LTD. Your enquiries will receive our 


mmediote attentior 
sSEARWORKS TREET + POT-TERS BAR + M i 


BELL LANE, HENDON, N.W4 
Tel: Hendon 9553 











142 (Suppt.) MACHINERY 


Classified Advertisements (CONTRACT WORK, contd.) 





CAPACITY AVAILABLE 
in 
IRONFOUNDRY 
Low Phosphorous Iron Castings in Grades 12, 1/4, 
17, 20, 23 and 26. 
Machine Moulding up to box size 34in. by 28in. 


by I4in. 
Floor Moulding up to 3 tons. 


MACHINE SHOPS 


Vertical boring up to 6ft. dia. swing. 

Horizontal boring on Kearns and Richards No. 2 
Machines, with 3in. spindles and facing heads. 
Surface grinding up to 6ft. dia. swing. 
Planing up to 3ft. by 3ft. by 8ft. 
Milling (vertical and horizontal) up to No. 4 
machine capacity. 

Turning up to I24in. height of centres. Capacity 
8ft. between centres. 

No. 8 Ward combination Turret Lathes. 


STEEL FABRICATING SHOP 


Your Enquiries are invited 


ROBERT CORT & SON LIMITED 


READING 
Telephones: Reading 55046 (5 lines) 














NITRAM METAL TREATMENT & ENG. CO. LTD. 
SILVERDALE RD., HAYES, MIDDLESEX. HAYES 5111/2 


“UL bee eid! 











BRIGHT ANNEALING 
COPPER BRAZING 


INDUCTION HARDENING 
UP TO 15 K.W. CAPACITY 











WE COLLECT AND DELIVER 





TOOLMAKERS AND PRECISION ENGINEERS 


LARGE MILLING AND CYLINDRICAL GRINDING 
SURFACE GRINDING AND PLANING UP TO 6FT. BY 3FT. 





BIE BLAKER MOTOR WELDING COL" 


Early capacity available. WADKIN ROUTING | 


AVALON WORKS - LOWER BRISTOL ROAD - BATH | 
Telephone : 7654-5 | 


January 17, 1958 





IDEAL 


HARDENING CO., LTD. 


DAVIS ROAD, CHESSINGTON, SURREY 





HEAT TREATMENT 
SPECIALISTS 
HARDENING OF 
EVERY DESCRIPTION 
AND SANDBLASTING 
Tel.: ELMBRIDGE 6556-6567 










REPAIRS 


SVELDING 


BROKEN MACHINE TOOL PARTS 
& DAMAGED PLANT IN ALLOY STEELS, 
CAST IRON & NON-FERROUS METALS 
SPEEDILY REPAIRED BY WELDING 


ESTABLISHED OVER 40 YEARS 








\ / C 

DUKES RD, PARK ROYAL. LONDON.W.3 
Phone: ACORN 48)! Grams: Biakerweid. Ealux Londes 
ae 








INTERNAL 
GRINDING SPINDLES 
RECONDITIONED. 
Prompt Service by Specialists. 
TOWER ENGG. CO. (Northwood) LTD. 


Ferndown, Joel Street, 
Northwood, Middlesex. 








Phone : Northwood | 372 





eneral and Precision Mach- 


inists, medium turning, milling, grinding 
slotting, drilling and assembly work rwie 
A.R.B. approved. Prompt deliveries, keer 
prices. —ADLARDS MOTORS, Lrp., 51, Upper 


Richmond Road, Putney, 8.W.15. Vandyke 


9125. 


| Luton Engineering Pattern Co. 


are prepared to underteke the manufacture 
of all classes of wood and metal patterns and 
accuracy and prompt delivery guaranteed. 
Send your enquiries to 80a, Princes Street 


Luton. ‘Phone 961 





WOOD & METAL 


PATTERNS 


HAND MACHINE OR SHELL MOULDING 
Keen Quotations Good Delivery 
B. LEVY & Co. (Patterns) Ltd. 
1-5 OSBERT ST., LONDON, S.W.I. 
Telephone: ViCtoria 1073 & 7496. 
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Ciassified Adverti 
CROYDON TOOL 


AND CASE HARDENING sPECIALIsTs 


EXPERTS IN ALL HEAT TREATMENT OF METALS 


CYANIDE HARDENING * ANNEALING * SHOT BLASTING 
KEEN PRICES - WE COLLECT AND DELIVER 
UNION ROAD, WEST CROYDON. PHONE : THORNTON HEATH 5222 








[™mediate Capacity Available, 
castings, non-ferrous, die, shell moulded, 

|} sand, etc. Also machining and stove-enamel- 

| ling —MILLS ENGINEERING PRODUCTS, 

Lrp., Barnet. ‘Phone: Barnet 6741. 

| 








L. ADAMS LIMITED 


Re ee ee 


of Light Engineering Products. Precision Instrument type 
of work. Mechanical and Electrical-Mechanical Assemblies. 
Tested Complete to specification Requirements. 


COMPLETE FACILITIES. 
and Testing. 








AUTO TURNED PARTS 


FINE TOLERANCES, MAX. DIA.! Zin. 
INDEX S$ & GRIDLEY MULTI AUTOS 
THREAD CHASING. MANUFACT’RS 
ROLLER BOX TOOL HOLDERS. 
BENTON ENGINEERING CO. LTD., 
Tonbridge Read, Harold Hill, Essex. 
ingrebourne 4213 











“read Milling for the Trade 

up to 6in. O.D. and Sin. LD. Any thread 
any quantity. Keen prices for long runs 
Satisfaction guaranteed. 


UNICORN PRODUCTS, Lrp. 


F 119-13 Bae Stanstead Road, Forest Hill, “London. 
8.E.2 2% Telephone: Forest Hill 7688 (3 lines) 


Development - Design - Tooling to Assembly 
A.1.D. and A.R.B. approved. 
MINERVA ROAD, CHASE ESTATE, 


LONDON, N.W.10 ’Phone: ELGar 5046-7. 
ESTABLISHED 40 YEARS. 








SHEARING, BENDING, 
ROLLING, STAMPING, 


up to din. plate. Rotary coil slitting and 

allied services. Sheets and plate in stock. 
SHELMERDINE & MULLEY LTD. 
EDGWARE mer: eames 














A.1.D. T bet E ————— _ CUN 5195 


HEAT TREATMENT 


PEOPLE OF LONDON 
SERVICES LIMITED, PADDINGTON, W.9. 


GLAdstone 7677-8-9. 





G.R.M. 











FINE LIMIT GRINDING 
MILLING, TURNING, DRILLING. 
Complete Service Offered. 


SETON CREAGHE ENGINEERING LTD., 


bey ay Estate, Park Royal Road, N.W. 10 
A.1.D. ELGar 3356/7 A.R.B. 








Engineering (Catford) Ltd. 


Precision machining capacity 


CENTRE LATHE TURNING OF SMALL, MEDIUM AND 
LARGE PARTS UP TO 44in. dia. by I2in. OR 20in. dia. 
by 100in. 

OPTICAL MILLING, (VERTICAL AND HORIZONTAL) techie! m Hobie fer: 
SHAPING, RADIAL DRILLING, TAPPING, etc., etc. [j_ oa ey ae es 
ELECTRIC ARC AND OXY-ACETYLENE WELDING ‘| © HORIZONTAL MILLING 


VERTICAL MILLING 
GEAR CUTTING 
VERTICAL BORING 


(up to 7ft. Capacity Table) 
CYLINDRICAL GRINDING 


(up to (5ft. between centres) 


JIG BORING 











Precision 


Light to Medium-Heavy 


Special purpose machines and prototype assemblies up to 2 tons 
Complete design and detailing facilities 





324-328 LEWISHAM HIGH STREET, S.E.13 Phone: LEE 9211 (5 lines) | 








PROTOTYPES & SPECIAL Semi-automatic pinion cutting capacity 





REPAIRS & SALVAGE BY DEPOSITION 
MACHINING, FORGING & FABRICATING 
GEORGE MILLS cencineersy LTD. 


BECKENHAM, KENT. TEL: SYDENHAM 5255 





PURPOSE MACHINES y labl a 


Large range of hobs held in stock. 

Also capacity on Mikron 79s. 
ROBERT PRINGLE & SONS 
36-42, Clerkenwell Road, London, E.C.1 

Telephone: CLErkenwell 234/ 











WE COLLECT 





assey HEAT TREATMENTS i. 


PLAZA WORKS, HIGH STREET, MERTON, S.W. 19 
FOR ALL TYPES OF HEAT TREATMENT. 


TELEPHONE: CHErrywood 2291 


WE DELIVER 





(up to No. 3B Pratt & Whitney) 


@ RADIAL DRILLING 
(4fc. 6in. Arm) 


© MEDIUM HORIZONTAL BORING 


(up to table size 7lin. by 47in.) 
@ CAPSTANS AND CENTRE LATHES 


A.1.D. and C.1.A. Approved 
Contractors to Her Majesty's Government 


F.N.F. 


Machinery Manufacturing Co. Ltd. 
Burton-on-Trent 











When answering advertisements kindly mention MACHINERY. 
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PRECISION TURNED PARTS 


AA.D., A.R.B., C.1.A. & 1.F.V. APPROVED. 
AUTO and CAPSTAN QUANTITIES. 


Send your specifications to : 
AYLESBURY TURNED PARTS 
(True Screws) LIMITED 
Britannia St., Aylesbury, Bucks. 


Tel.: Aylesbury 2424 (3 lines) 


MACHINERY 














E. R. LATTIMER LTD. 
SHAKESPEARE STREET, SOUTHPORT 
"Phone: Southport 4245 


Offer a very comprehensive service for 
Small to Medium Component and Sub- 
Assembly Manufacture incorporating: 


@Capstan, Auto & Centre Lathe Turning 

@ Horizontal, Vertical & Profile Milling 

e@Centreless, Surface & Internal Grinding 

@Lapping and Honing 

e@Drilling, Tapping & 2nd Operation 
Lathe Work 

@Mazak Pressure Die 
6 oz. weight. 


Casting up to 


Our new and extended Toolroom is now 
in operation with full facilities for TOOL 
DESIGN AND MANUFACTURE. 


We are fully approved by A./.D. and A.R.B. 











AIRCRAFT UNIT 
ENGINEERING CO. 


A.l.D., A.R.B. APPROVED 
CAPSTAN CAPACITY A. 3A. 7A. WARDS, 
MILLING, DRILLING, PROFILING, CENTRE, 
TURNING, BRAZING AND ASSEMBLY WORK 


CLOSE LIMITS AND GOOD STANDARDS 


18-19, Greenhill Parade, 
NEW BARNET, HERTS. 
"Phene: BAR 6471/5772 

















PLOUGH GRINDING 
24 hr. Service 
High Service Tool Co. Led. 


Speed 
Maple Road, Surbiton, Surrey. 
Elmbridge | | 35-6-7. 











IMMEDIATE CAPACITY AVAILABLE 


GEAR CUTTING to 24in. 
THREAD MILLING 6in. by 4ia. 
PLANING 6ft. by 2ft. 6in. 
BROACHING 


MAURALL BNO. CO. 
Oe i abnae 








PRECISION & GENERAL 
MACHINING 
wee 
Thread Milling Radial Drilling 
Metal Setunteg 
A.1.D. and 1.F.V. Approved. Enquiries invited. 
Surplice & Tozer Eng. Co., Ltd. 


Acre Works, Windsor 
Windsor 1657 & 1844 











ified Adverti 
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The Alka Company 


Wicanders (Great Britain) Ltd.) 


MACHINING CAPACITY 


COMBINATION LATHES AND CAPSTANS 
CENTRE LATHE TURNING UP TO 36in. SWING 


HORIZONTAL, VERTICAL MILLING 


GRINDING, DRILLING, HEAT TREATMENT 


___ (Proprietors: 
PRECISION 
7 
— -~_ a. 
Au.D, oes : UNIVERSAL, 
1 , = JIG AND FIXTURES 


SPECIAL PURPOSE MACHINES AND ASSEMBLIES 
UP TO 4 tons. 


MAXWELL WAY, GATWICK RD., CRAWLEY, SUSSEX 





WE WOULD WELCOME YOUR ENQUIRIES FOR :— 


@ MILLING—Horizontal & Vertical. 
@ CENTRE LATHES to 38in. Dia. 


@ CAPSTANS to 2tin. Dia. 
@ PLANING TO 6ft. x 3ft. x 3ft. 


BOWES ROAD ENGI 


BOWES ROAD, NEW SOUTHGATE, N.|!1. 





@ BORING—Horizontal & Vertical. 
@ Cylindrical Grinding to 20in. Dia. 


x 84in. 
@ Surface Grinding to 24in. x 8in. 
@ Drilling and Thread Tapping. 
A.1.D. APPROVED 


NEERING CO. LTD. 
"Phone BOW 2284/5/6 





utomatic and Capstan 


Capacity Available up to 2in. dia.— 
WILLIS ENGINEERING, 65a, High Street 
Hampton Hill, Middlesex. Molesey 4273. 


utomatic Turned Parts, Press 
Work, Press Tool Making, Capstan and 
Centre Lathes, Milling, Drilling, Thread Milling. 
Capacity available—PARKER ENGINEER- 
ING (KINGSTON), Lrp., 200-202, Cambridge 
Road, Kingston-on- Thames. KIN. 5501. 
Planing Capacity, Heavy or Light 
Turning up to 5ft. diameter. 
Special machines to customers’ design. 
F. ATKINSON & SONS, London, Ltd., 
65, King’s Cross Road, W.C.1. Terminus 4050. 
[™mediate Capacity Turning, 
capstans, milling, drilling, die and_ tool 
making.—MILLS ENGINEERING PRO-. 
DUCTS, Lrp., Barnet. Tel.: BARnet 6744. 


Metal Spinnings. Immediate 

capacity for metal spinnings, sheet metal 
work, welding and stove enamelling.— 
HIGHBURY METAL SPINNING CO. (1955), 
Lap., 20, Highbury Place, N.5. CANonbury 2096. 


orizontal Production Milling 
for the trade. Slots, flats, squares, etc., 
of all descriptions milled on latest plant. Keen 
prices for long runs, satisfaction cuaranteed.— 
UNICORN PRODUCTS, Lrp., 110-131, Stan- 
stead Road, Forest Hill, London, §.£.23. 
Telephone: Forest Hill 7688 (3 lines). 








ROSSER & RUSSELL LTD. 


Queen’s Wharf, Hammersmith, 
LONDON, Ww.6. 


Telephone: RiVerside 4161. 
GENERAL ENGINEERS 
AND 
MANUFACTURERS OF 
SPECIAL MACHINERY 
TO 
CUSTOMERS DESIGN 

















Automatic Work Up to Ifin. 
Immediate capacity available 
JE ENGUINEERS, Lat 

Wharf Lane, Bourne End, Bucks. 


Copeta and Turret 

Capacity available up to 4fin. 

bar and 22in. diameter chucking. Castings and 

Forgings a speciality. Milling, drilling and 

centre lathe turning. High class work with 
prompt delivery. Enquiries invited to 

WHITWAM & ELEY 

20/22, Stafford Road, W.3. 


'p shone 1316. 
Lathe 


diameter 


Ac orn 8364. 


utomatic Capacity Available 
on Index single oe autos, up to 2in 
dia.—ARTHURS ENGINEERING, Hersham 
Trading Estate, Molesey Road, Hersham, 
Surrey. ‘P hone: Ww alton- -on- -T hames 5119. 


Capstan Capacity Immediately 
available, 8 B.A.—1#in. Steel or Brass. 
Large stocks of raw materials: 
SACRON, Lrp 
+f thiswick High Road, W 4. Tel. ¢ CHIswick 3595 


Capstan Capacity Immediately 
available, 10 B.A. to 1§ diameter in R.M.S 
Brass, High Tensile, Stainless, etc. All sizes of 
material actually in stock.—CHISWICK ENGI- 
NEERING, Lrp., Pluckington Place, King 
Street, Southall, Middx. Tel.: Southall 2247. 


igh Precision Grinding of 
Tungsten Carbide and Steel Tools 
Accurate profile grinding and progression tools 
a speciality.—S. T. Lrp., 22-26, Upper Mulgrave 
Road, Cheam, Surrey. "Phone: Vigilant 0074/5 


Deliv ery Guaranteed and a First 


class job produced. We invite your 
enquiries for Centre Lathe, up to 9in. centres, 
plus gap, by 5ft. Milling, Grinding, Slotting, 
Drilling and Assembly work. Quotations by 
return. 
“ MITEMCO,” 


35-51, Hanger Lane, W.5 


PERivale 8133. 


pur Gear and Sprocket Cutting 
from blanks supplied = machined com 
*Phone: EUSton 13 
TURNER BROS., 
10, Pratt Mews, Camden Town, N.W.1 


plete. 





When answering advertisements kindly mention MACHINERY 
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CUTTING 
PRECISION TRACK MILLING OF FACE BOX 
& CYLINDRICAL CAMS UP TO 30” DIAM, 


Engineers Ltd 24/32 EUSTON BUILDINGS, LOND. N.W.! 


TELEPHONE: EUS. 762 





AL TOMETS a 


= oer PARTS: 


Auto Capacity + coving 





J. M. HARGREAVE & CO. LTD. 


Central Avenue, West Molesey, Surrey Tel: Molesey 3180/2707 ropes fh _— | ENGINEERING co. “LTD. 


CENTRELESS GRINDING = 


@ -::BAR GRINDING «isc SF = METAL INDUSTRIES LTD. 
Sedgley Rd. West Tipton - Staffs. 
qzgin. TO Sin. DIA. UP TO I5ft. LONG GENERAL ENGINEERING WORK 


IMMEDIATE CAPACITY ON  CAPSTAN, MILLING 
CENTRE LATHES, AUTO AND ALL TYPES OF GRINDING PRODUCTION OR PROTOTYPE 
JIGS - FIXTURES - ASSEMBLY 


REDCAR ENGINEERING CO. LTD., 
HOLLY ROAD WORKS, TWICKENHAM, MIDDLESEX Pressure diecasting in sinc or lend 




















PLANING 12ft. Oin. 


HORIZONTAL BORING VERTICAL BORING RADIAL DRILLING CENTRE LATHES 
COMBINATION TURRET LATHES HORIZONAL MILLING VERTICAL MILLING 
GRINDING DRILLING WELDING PROFILING HONING 


D. A. GUNN (ENGINEERING) LTD 


32, Park Road North, W.3 Tel.: ACOrn 4841/4 
When answering advertisements kindly mention MACHINERY. 
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MACHINING CAPACITY AVAILABLE | eHone: xin ze27 





PLAIN & SURFACE GRINDING z 
TURNING mary CENTRE LATHES CASE -HARDENING 


MILLING ALL GRINDERS Prompt Deliveries. ALD Approved 
DRILLING | ENQUIRIES ETC. SCREW MACHINE PRODUCTS I” 


WOOSURN GREER, HIGH ee sarge BUCKS 


Telephone, Bourne 


CAPSTAN SEND US TURRET LATHES 4 CENTRELESS GRINDING 





felele}s me) 38.45.1135 QUALITY — KEEN PRICES 
W. G. MARSDEN ENG. LTD. 30 FIFE ROAD, KINGSTON, SURREY 








IMMEDIATE CAPACITY AVAILABLE 
CYLINDRICAL , INTERNAL . SURFACE 
LATEST TYPE MACHINES 
PLOUGH GRINDING — 24 HOUR SERVICE 


also 
General Machining, Fitting and Complete Assemblies 


Special Purpose Machines Designed and Built 
to Specification 


We shall be pleased to advise on your Grinding and 
Machining Problems 


HOLLAND & CAESAR LTD 
ENGINEERING CONTRACTORS 
GRINDING SPECIALISTS 


ORKEY WORKS, 3-5 LEIGHTON PLACE, 
LONDON, N.W.5 
Est. 1836 ; Telephone: GULliver 3047 and 6444 


EDWAGYs BROS. 


Awe SOUT wo FORO. €.18 





~ CUTTING TOOLS AND PRECISION GRINDING 








MINT ST. LONDON S.E.I. 
Tel: HOP. 4333 





TECHNITOOLS LIMITED 


42%, WINDMILL ROAD, WEST CROYDON, SURREY 








A.1.D. APPROVED 





4nmediate Capacity “25a Ma e Grindin etc TELEPHONE ANO INLAND TELEGR*™S. THORNTON MEATM 475) 
Capstans 10 BA to 2” @ Cones 8 8 
Lathe 26” ga Pp x 6’ 6” Centres Stainless Steel a Speciality 





TRADE WORK DIVISION ox ‘ ‘i 
* 
PRECISION ‘“e/ 


MACHINING of most 


descriptions 
GENERAL ENGINEERING 


MANUFACTURING 


A.1.D. and A.R.B. approved 






ENGINEERS LTD. 
FOR 






SUPER ACCURATE CAMS 


SEE ““MACHINERY”’ 22nd JANUARY 1954 FOR : 
METHOD OF CUTTING. REPRINTS AVAILABLE $.M.STUART-TURMER & CO. 


| (SURREY) LTD. FAIRVIEW ROAD MOREURY 








LOMDOM Bw.IG THE POLL ARDS 28512 
_Caams “ALROQUIP' STREATH LONDON of 


NORTHAMPTON GROVE. CANONBURY, LONDON NJ 
Telephone : CANONBURY 4244 (4 lines) Telegrams: WILMAKET, NORDO, LONDON 
When answering advertisements kindly mention MACHINERY 
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“ & & * 
% 
rs * 


% 
* PLASTIC MOULDS 
JIGS & FIXTURES 


DIE-CASTING TOOLS 
*& 


a PRESS TOOLS 


* Comprehensive Design Facilities 


* 


3 


* x x * 





UNIVERSAL TOOLS LIMITED: TRAMWAY PATH: MITCHAM - SURREY Tel: MiTcham 6111 





s etal Spinnings Produced to 
your requirements. Ex Weer 7 On 


PLANING GAPAGITY | ey WOE « 


available | — 
| Presswork Up To 50 Tons, In- 
Up to I7 feet long 5 feet square | customer tools and materials” scoeptable. 


| Tooling and designing available—BIRCH & 


Early delivery of precision work [Rn uate Walton: Thane ‘Telephone: 
alton-on- thames ‘ 

j j in i Stampings, Ltd., 

At most competitive prices Lego ‘Rood, West — Ww. 13. 


| Presswork up to 150 tons. Double action deep- 
| Somes —guillotine &ft. by 10 8.W.G. Spot 

Rose, Downs & Thomson, Hull. Tel. 33874 | welding—Assembly. ‘Tool making and electro- 

plating.—’Phone: Ealing 3667-8 

press Work Up to 20 ‘Tons in 


aan : any material. Own tools made. Accurate 
| Capstan Capacity Available, | work. Good deliveries. Also Capstan and 


i ’ 3 3.M.8, | repetition machine work. A.1.D. approved.— 
W. D. HORNE & Co., in. to 44in. Stainless High Tensile B-M-S. | POYCE ENGINEERING Co., Victoria Street, 














- .. ho quantity too small or too large, stoc mG Sosieieen ane. ‘Selene: Geel TOE 
all materials. ACME WORKS, 

MILLING LTD. TURNING Piuckington Place, King Street, | Presswork U Pp to 40 Tons Circu- 

DRILLING CAPSTAN || Southall, Middx. Tel.: Southall 2247 lar and surface grinding on intest J & 8 

CAPACITY AVAILABLE ts a machines. Tools designed ant mace for the 

trade, or your article produc throughout in 

Woodbridge House, Aylesbury Street Fine I Limit—Auto Turned Parts. | our works. A.L.D. Approved. Enquiries 

PI newie  L We would welcome your enquiries for | Welcomed.—WEMBILEY TOOL CO., Lp. 

— | Automatic Turned Parts. Immediate Capacity . Road, Willesden, NW.10. WIL. 





| available on larze Multi-spindle Autos up to 
SE SAT ee 1kin. dir., aleo chucking work up to 5in. dia.— 


| DENIS PERRANTI METERS, Lrp., Bangor, SUB - MINIATURE PRESSINGS 
IN | 
CYLINDRICAL | North Wales. | and multi-stage precision press work 


GRINDING CAPACITY in all materials 


E i I2in. dia. by 361 PROMPT DELIVERIES 
xternal up to I2in. dia. by 36in. 
Internal up to 7}fin. by Btin. G. A. PRECISION PRODUCTS LTD. 








| Horizontal and Vertical Milling 


Capacity Available. Modern Plant. 




















A.IL.D. yproved.—WARD ELECTRIC CO. . 
MARSDEN & SHIERS, LTD NORWOOD). “Lu iD. 44. Chapel Hosd, West || 20% Hlem Rome oo, -_ aoe 
Davis Road, Chessington, Surrey. Norwood, 8.E.2 GIPsy Hill 1620. —_ . -_ onal 
A.\.D. & A.R.B. A.N.R. Approved. 
Telephone: ELMbridge 5333 & $334 | | 
omnes METAL SPINNING OUR SPECIALITY, oo co m. ae. 
Multi- -spindle and ‘Single-spindle | (HYDRAULIC AND FLOWTURNING) 


Auto Turning up to 2in. bar capacity. || POWER PRESSWORK to 250 tons capacity, including Hydraulic. 


capstan turning from the bar up to 2¢in. dia. 


Gam web ep te ide. Gn. Gaede eee. | GENERAL SHEET METAL WORK ARC & OXY-ACETYLENE WELDING 


milling, shaping. drilling, etc., capacity available. 


Set atclt ruarantest Oi ORN PEO. || | SHAWE METAL SPINNING WORKS, Swinton St., London, W.C.! 
DUCTS, i? 119-121, Stanstead Road, Forest Phone: TERminus 7422 3 Grams: ALIPRYDE PHONE LONDON 
Hill, 8. E.2 “Phone: Forest Hill 7688 (3 lines) 


When answering advertisements kindly mention MACHINERY. 
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Pressings in All Metals Up to, 

60 tons. Press tools manufactured in our | 
own toelroom. Light assembiies. UVomestic, 
Electrical and Mechanical. All finishes. A.I.D. 
and A.R.B. approved. Advice and estimates 
given free.— Inquiries to 

METAL ¢ ‘OMPONENTS, Lrp., 
Dolphin Road, Shoreham-by-Sea, Sussex. 
Telephone: Shoreham-by-Sea 2224/5. 


ress Tools, Press Work, Jigs 
Fixtures, Capstan and Auto. Turning. 
Special H.S. Cutters. Components manufactured 
and assembled to specif.—L. PERSON & SON, 
* 63, Shaftesbury Street, N.1. CLE. 7139. 


Capacity Available Press Tools, 

Jigs, Fixtures, Production of Metal 
Eeeomaas. aneom and Jobbing. 
Assemb! 


ELLIOTT & WES 
487, Liverpool Road, N.7. en "NORth 2366. 


o TOOLMAKING 


L _ | 


MACHINERY 
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THE FIRM WITH 
HALF A DOZEN JIG BORERS 


for PRESS TOOLS etc. 


HIGH SPEED SERVICE TOOL OO. LTD. 


Magpie Read, 


1138-6-7 


Surbtitea, Surrey. 
STUDER PROFILE GRINDING A SPECIALITY. 


jyIiG BORING 


ON 





Sip JIG BORERS 


Som TOOLS ENG.COLTD 


141, HERTFORD ROAD. EBMONTON WN.9 

/ TELEPHONE: EDMONTON 4412/3 

SPURS , SPIRALS ,BEVELS, WORMS 
& WORMWHEELS 








HIGH CLASS TOOLING 
JIGS and FIXTURES 
PRESS TOOLS 

GAUGES 






EDS 


yb LANE WORKS - BEEHIVE LANE 
* ESSEX - Phone: 5535! 














SPECIA 


NORTH STREET 


MacD owall 


JIGS, FIXTURES 

PRESS TOOLS & 
GAUGES 

PRECISION ENGINEERS 









L MACHINERY 


MACDOWALL EQUIPMENT COMPANY LIMITED 


ROMFORD ESSEX 


ROMFORD 61981 











DORMER: WADSWORTH 


PLASTIC 
MOULDS 
PRESS TOOLS 
GS 
FIXTURES, ETC. 


51-53 
BICKERSTETH RD. 
MITCHAM AD. 
TOOTING, 
LONDON, S.W.? 


TELEPHONE BALHAM 1006 (2 LINES) 


Press Tools, 


MITCHAM JIG & PRESS TOOL Co. Ltd. 


BENEDICT RD., MITCHAM, SURREY 
Telephone: Wiicham 3635 











ungsten Carbide Tools 
; Manufacturers of standard and special 
form tools in high speed steel and Tungsten 
Carbide 
Our range includes reamers, cutters, workrest 
blades and wear-resistant parts. 

Carbide supplied to customers’ specification 
and express service given for emergency tooling. 
DIAGRIT GRINDING CO., Lrp., 
Marden, Kent. 

"Phone: Marden 362. 


PRECONOMY CO LTD 


Moulds 
and 
Press 
tools 


PRECISION 


Jigs 
and 


ECONOMY 
Eastfield Side, Sutton-in-Ashfield, Notts 


Fixtures 





When answering advertisements kindly mention MACHINERY. 
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NCHS OAKALOY 


CEMENTED CARBIDE TOOLS & TIPS 
(BIRMINGHAM) LTD —_____— sete 


TOOLMAKERS JIGS - PRESS TOOLS - FIXTURES 


details on request 
Barr St., BIRMINGHAM 18. Northern 8421 (4 lines) 











COVENTRY GRINDERS LIMITED || cxiwoine caracirs 


PROTOTYPE WORK 


FORM GRINDING SPECIALISTS || ‘nsrcisss wows 


OPTICAL FORM GRINDING UP TO 48ins. LONG 





S. E. WAKELIN & CO. LTD., 
204, Birchfield Road, 


A complete Gauge and Tool Room at your service including Birmingham, 19. 


50 Grinding Machines. Send us your enquiries for all 


EST. 1893 "Phone Nor. 8201/3 
types of Gauges, Tool, Jigs and Components. 














BELL = eWORKTOPLACEe 


| Cl S Design and Efficient Production of Machining Capacity Required 
| | JIGS + FIXTURES - GAUGES - MOULDS by large London firm. All classes of 
DIE CASTING DIES ° SPECIAL MACHINES machining required mainly in smal) quantities. 

a = to your requirements: 4 Material supplied. Long-term orders available 
FORM GRINDING °JIG BORING WITH G-SIP JIG BORERS for a ——— work * eT 
prices.— rite giving full particulars of plant, 

SEND US YOUR ENQUIRIES normal rates per hour and hours available, etc., 
BELL PRECISION ENGINEERING co., LTD. to BOX 0993, Macurinery, Clifton House, 

, VICTORIA WORKS * HIGH STREET * CRAWLEY ae Sey ee 
SUSSEX 
Grams: JIGS-CRAWLEY Phone: CRAWLEY 25757-8 





PHOTOGRAPHY 
iles & Kaye, Ltd., 102, South- 


ampton Row, London, W.C.1. Holborn 
6858. Specialists in commercial and industrial 
photography for over 60 years. All branches of 
photographic work undertaken 


Photographs by MACHINERY 

set the standard in engineering publicity. 
Our studio is one of the best equipped in the 
| ceuntry. Ideal for really good photographs of 
| tools, attachments and portable equipment. 
Mobile units available for taking rhotographs 
in black and white or in natural colour in your 
own or your customers’ works. Specimens 
of work submitted on request.—Full particulars 
from the SERVICE MANAGER, MACHINERY 
PUBLISHING COMPANY, Ltp., National 
Bouse, West Street, Brighton, 1 


THE MIDDLETON TOOL § ENG CL” ne een 


ALEXANDRA RD, PONDERS END, MIDOX ‘ 

Yileshéne. WOWerd 2292/3/6 or Sale, Patterns, Drawings 
a aa ait and Goodwill ye well-known Machines: 
" — po . (1) Keyseating or Slot-drilling Machines from 
TIME RECORDERS — Sales — he “C » oR Iwi tin. or leas by 6in. up to 34in. by 54in., Ten 
Rental Service. Tel.: HOP 2239. | "The oxeter evolving | machines. (2) Swarf or Chip Crushing a 
TIME RECORDER SUPPLY & | Centre, from 76s. All sizes from stock.— | in three sizes: 2 cwt. per hour, 10 ewt. per hour 
MAINTENANCE CO., Lrp., | REVOLVING CENTRES, Lrv., Oxford. 20 cwt. per hour.—BOX V114, Macnurvery,' 

157/59, Borough High Street, London, 8.E..1 ' Clifton House, Euston Road, N.W.1. 


When answering advertisements kindly mention MACHINERY. 
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| SPECIALITIES 





MCCROSKY 


( BRITISH MADE ) 


INSERTED BLADE 





‘SUPER’ 
PIPE UNIONS 


with Patent Conical joint. 
Can be used on Super- 
heated steam. 


WALTER SLINGSBY & CO., LTD. 
WASK WORKS ‘ KEIGHLEY 














MILLING CUTTERS 








Easy accurate setting with 
unique Jack-Lock wedge 


Sample cutter on request 








Write for full details to Small Tools Department. 


GEORGE H. ALEXANDER MACHINERY.,LTD. 
@2, 83, 84, COLESHILL STREET, BIRMINGHAM 4. 


TAPERLOCK & TRILOCK GAUGE HANDLES 
& BLAN KS Complying to B.S. 1044 


Engraving Service 


VV 


CLIPS, PRESSINGS & WIRE 
FORMS in all metals 


DENIS FERRANTI METERS 
LIiMIitTteob 


Bangor, North Wales. 
Telephone: Bangor 3232 








Blanks in soft or annealed cond.cion * Handles anodised to your specific colour 








——== 


BRILHART LTD *- HATFIELD - DONCASTER : Tel: Stainforth 595 


Ex-Stock Delivery \lost Sizes 8-14 B.A. 
Cut-thread Stee! Screws and Nuts. 
Swiss \iade— Highest Quality. 
All Standard Sizes Available. 
Automatic Capacity. 

HOL born 2851. 
MINISCREWS Letd., 

20/21, Tooks Court, London. E.C.4. 








Universal 
Ball Bearing Co. 
111-115 Hammersmith 
Grove, London, W.6 

FACTORS 
MANUFACTURERS 
AND REPAIRERS 
s: “ Universal Bearing 

Hammersmith” 


























Phone: Gram: 
Riverside 3262-3-4. 


KENNAMETAL 


The Super Grade 
Carbide of World 
Wide Reputation 


GEORGE H. ALEXANDER 
MACHINERY LTD. 


Guns Lane, West Bromwich, Staffs. 


Telephone: West Bromwich 1931 (5 lines) 
Telegrams: ‘“ Viking, West Bromwich" 














i 5g eprrong 








aaiia FLEXIBLE 
METALLIC CONDUIT 


and solderless couplings 


For protecting cables leading tq 
motors. switchboards, 
Starters. eve 

All sizes from }in.to3in. 
THE DONOVAN ELECTRICAL CO. LTD. 


Who'esaiing Dreson) 


( 
GRANVILLE STREET - BIRMINGHAM 6 





FOR RAPID 
SETTING UP OF 
ANGULAR 
WORK ON ALL 
MAGNETIC 
CHUCKS 


i 
FIMAX 
TILTING | 
ADAPTOR BLOCK is the answer | 
SPECIALS MADE TO ORDER | 
PANTON & WEBB | 

| 


Lavender Hill, Tonbridge, Kent. 
Tonbridge 4222 








BALL & ROLLER 
STOCK IN MORE THAN 


BRAND NEW 


OVER 4,000,000 IN 


BRITAIN’S 


‘ 8 ¥.9:.¢.% 
895-921 FULHAM RD 
CLAUDE R BEARINGS RENOWN 6174 (EXT. 24) TELEX 2-3453 


When answering advertisements kindly mention MACHINERY. 


Rts Ft AVAILABLE 











LARGEST STOCKS 





BEARINGS 


4,000 TYPES 


LONDON S.W.6 

















‘ 





January 17, 1958 


MACHINERY 


Classified Advertisements (SPECIALITIES, contd.) 





machine 4 


work. 





THE TOWNSEND RIVETER 


Over 1,000 users in the United 
States of America and Gt. Britain 


IWlustraced here is the No. 2 Standard Vertical 
” to #” diameter of rivet. 
Production is as fast as operator can handle 


Please send for catalogue of all models to Dept. M.T. 


GEORGE H. ALEXANDER MACHINERY LTD. 
82-84 Coleshill Street, Birmingham 4, England. 

















| A.E.GALE Lro. 
ARCHER &T. WORKS 
ARCHER STREET 

} SHAFTESBURY 











SERIES 111 NUCLEAVE PRESS 


| 
| 
| 
| 


| 


CROPS, 
RIVETS 
PUNCHES 


ASK YOUR TOOL DEALER 
Or send for details to :— 
Sole Manufacturers 


FITZNER LTD. 


KINGS RD., KINGSTON, SURREY 





| mockers, 


(Suppt.) 15! 





COUNTING INSTRUMENTS 
(~ 


\t accmeG design) 
ena for Catalogue 
to Inst. ument Division 


B. & F. CARTER & Co. LTD. 


BOLTON 19 Bolton «344 (3 lines) 














| JAMES M. SIBTHORP LTD. me 
Spureg; 


100.cecy 


WATFORD, 
Fel warrong nis 


PACKING AND SHIPPING _ 


R- & J. Park, Ltd., Dominion 
Works, Chiswick, England. Export 

shippers and forwarding agente. 

S;ecialista in packing heavy machinery. 











ANNOUNCEMENTS 








BUSINESS OPPORTUNITIES 





Sheffield Engineering | Firm with 


comprehensive engineering plant 
extensive experience in the design and produc- 


and 


tion of all types of machinery, including special 
urpose plant, wishes to undertake the manu- 
acture of complete or part assemblies, including 


amembly line production. 
and Pattern Shop. 
in all areas.—BOX L Lt 
House, Euston Road, N.W.1. 





Own Drawing Office 
‘Technical Representatives 
MACHINERY, Clifton 





CANADIAN and U.S. COMPANY 


wishes to associate itself with 
established British Machinery 
Sales Company. The purpose of 
the association would be to 
market imported machinery in 
Great Britain and to _ buy 
machinery in Great Britain for 
export to North America. 
Interested companies with exist- 
ing U.K. sales organisation should 
apply giving short description of 
present operations. 
BOX V¥202, MACHINERY 

Clifton House, Euston Road, N.W.|1 








FACTORY FOR SALE 
Engineers’ Factory in Slough 


area for sale as a going concern. Price 
£1,500, low rent, 576 sq. ft. floor area, 3 lathes, 
mill, drill, grinder, benches and small! tools. 
Write BOX V179, Macutnery, Clifton House, 
Euston Road, N.W.1. 








~ PREMISES FOR SALE 


Business Premises (Factory) for 





Rounds, 





SALE. Compact, Freehold, Well Lighted 





Factory of approx. 2,700 sq. ft. Easily increased, 
near Lewes, licensed light industry includes 
recently decorated offices and workshops, 
directors’ office exceptional, central heating from 
solid fuel fired boiler, 3-phase power supply, 
fluorescent lighting. Development of larger site 
nearby permits early vacant possession. London 
buses pass entrance.—BOX V 1 ty HINERY, 

Clifton House, Euston Road, N.W. 


"MATERIALS F« FOR SALE 


STAINLESS 
STEELS ::--: 


STOCK 
THE MULBERRY co 


23A, Sekforde Street, London, E.C.I. 
CLE 8356, (P.B.X.) 




















|E- Stephens & Son, Ltd., Bath 


Street, London, E.C.1. CLE. 1721. 


Cut to size. 


Tube, 


Fiats, Hex. Quick 


delivery. 


K: FE. Silver Steel: }in., 9 pin. and 


sin. square section, full lengths.—SHAW 
BROS., 6, erage Street, York. 


Tel. 54156. 


"MATERIALS ‘WANTED 


Steel, Aluminium, | Brass, Sheets, 
and Offcuts, 10 to 24g. Smal) or large 

quantities. Cash payments — DY AS & row LE’ 

41, Loudoun ma. N.W.8. Aide Vals 2711.5477, 


BRITAIN’S BIGGEST BUYERS 


WANT 


NEW BALL & ROLLER 
BEARINGS 


OF ALL TYPES & SIZES 


CLAUDE RYE BEARINGS 


895-921 FULHAM RD. LONDON, S.W.6 


RENOWN 6174 (EXT. 24 TELEX 2-3453 


When answernng advertisements kindly mention MACHINERY 
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PLANT WANTED 








152 (Suppt.} 
WANTED. 
Warp wo. 3A CAPSTAN, IN NEW 
CONDITION, for bar work, with automatic 
traverse to saddle. With air collet chuck. 
Motorised 415 volts, 3 phase, 50 cycles.— Please 
write to BOX Lb ag MACHINERY, Clifton 
Euston Road, 1. 


House, 


anted, Plain Hydromatic Mill- 


ing Machine, in good working order. 


No. 3 or No. 4. Spindle 80 r.p.m., 58in. table 
traverse, hydraulic feed. Electrics 420/3/50 
Rebuilt or reconditioned machine preferred 
Full particulars and price to BOX V221, 
Clifton House, Euston Road, 


MACHINERY, 
N.W.1. 


anted. New Drills, Reamers, 
Milling Cutters, Lathe Tools, Taps, Die- 
head Dies, Precision Measuring Tools, Chucks, 


etc. Also new or slightly used Turret Lathe 
Tooling, Dieheads, Dividing Heads, Circular 
Milling Tables, ST MIDLAND 


etc 
EQUIPMENT COMPANY, 10, Hagley Road, 
Stourbridge, Worcs. Stourbridge 4187. 


CENTAUR TOOL WORKS, 

Birmingham, 18, pay best prices for good 
modern secondhand Machine Tools by first-class 
makers. Write or phone and our representative 
will call. Phone: ——— 1118 and 1119 
Grams: benenenns Birmingham. 


WANTED..... 


MODERN MACHINE 


TYPES 


Prompt inspection arranged 
Write or ‘phone: 


NEWMAN INDUSTRIES LIMITED 
YATE + BRISTOL 


Telephone: CHIPPING SODBURY 3311 


Branches: 
London Birmingham Manchester Glasgow 











MODERN MACHINE TOOLS 
ot all types. 


GOOD PRICES, send details to 
WM. URQUHART, 
1023/27, Garratt London, S.W.17 
Tel: BALHAM 8661” 





WANTED 
ALL TYPES OF MODERN 
MACHINE TOOLS 


Please write or phone details to:— 


THE MIDLAND MACHINE TOOL CO. 
BRADLEY, BILSTON, STAFFS. 





TOOLS OF ALL 





| Late Type Machine Tools 
| Best Prices are offered for 


latest types of Machine Tools. 
Send us details of what you | 
! have and our representative 
will call to inspect. | 
| 


4J. B. MACHINE TOOL CO. LTD. 


312 BRADFORD ST., BIRMINGHAM.S 
Telephone MiHDiand 4375 





A. LAWRENCE & CO. 
(MACHINE TOOLS) LTD. 
will be pleased to purchase 
your surplus Modern 
Machine Tools either on a 
cash or part exchange basis. 
Ask our representative to 


call and inspect. 


Welsh Harp, Edgware Road, 
London, N.W.2 
Telephone: GLAdstone 0033 

















WE ARE KEEN BUYERS 
OF GOOD MODERN 
MACHINE TOOLS. 


INSPECTION WILL BE 
ARRANGED AT ONCE. 


M. C. LAYTON LTD. 
96-98 VICTORIA STREET, 
LONDON, S.W.|1 
Belephone: ViCtoria 7778/9. 











SURPLUS MACHINE 
TOOLS REQUIRED 


OFFER YOUR MACHINES TO 


J. E. RAISTRICK LTD. 


POYLE TRADING re 
aeatee ee 


TEL: COLNBROOK 421! 














USED MACHINE TOOLS 


We offer generous prices fer your pliant or 
accept in part exchange for modern equipment 


E.H.JONES 


MACHINE TOOLS LTD 
15 COLINDALE AVENUE LONDON N.W.9 








Tel. : Biiston 41953 











Tetephone: COLindale $651-2-3 
Midiand 5993 Birmingham. 


WANTED GOOD 
MACHINE TOOLS 


Offer your Surplus Tools 
tous. We pay a good price 


M. WARD 


(MACHINE TOOLS) LTD. 
1, KILBURN HIGH ROAD, 
LONDON, N.W.6 


MAIDA VALE 1195-96 


Telegrams: Emwarner, Kil., London 


One minute from Kilburn Park Station 
Bakerloo Railway 


2 us. 














WANTED 
MODERN MACHINE 
TOOLS 


We pay ‘cash for ‘single ‘machines 
or complete plants 


SEND US DETAILS 
IMMEDIATE INSPECTION ARRANGED 
SOUTHERN ENGINEERING 
AND MACHINERY CO. 
CONNAUGHT BUILDINGS 


TANNERS BROOK, MILLBROOK 
SOUTHAMPTON 


Telephone: Southampton 72325 and 7316! 
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WHOLE. PLANTS OR 





- - - FOR YOUR SURPLUS MACHINE TOOLS 


WRITE OR TELEPHONE FOR OUR REPRESENTATIVE TO CALL 
DISTANCE NO OBJECT 


LITTON'S MACHINE TOOL CO. LTD. 
372 OLD STREET, 


SINGLE MACHINES 





LONDON, €E.C.! 


y 





Telephone: SHOREDITCH 4814/5 








RE-BUILDING 
MACHINE TOOLS 
Have your machines rebuilt out 
of revenue and save capital outlay. 

Immediate capacity available. 


Work guaranteed to Manufac- 
turer's limits. 


MUNNGLEN ENGINEERING LTD 
258, Grays Inn Rd., W.C.1. TER. 9679 











Harry Kirk Will Purchase 
modern quality machine tools for cash. 
Whole plants or individual items.—Full details 
to:— 
HARRY KIRK ENGINEERING, Lrp., 
Machine Tool Division, 
Brandon Road Works, 
Brandon Road, Coventry 
Telephone: Walsgrave-on-Sowe 2213/4. 


B.G MACHINERY, LTD. 
°“"* Montgomery Street, Sparkbrook, 
Birmingham, 11, will pay good prices for 
Machine Tools of first-class make and in good 
condition.—' Phone: ViCtoria 2351/9. 


Wanted. Machine Tools of All 

Types, especially later war and post-war 
models.—Please send details to: H. BELL 
(MACHINE TOOLS), Lip., Walter Street, 
Leeds, 4. Tel.: 63-7398. 


Required, One Reed Prentice 

No. 2V Vertical Milling Machine, in good 
condition.—Reply giving details and price to 
BOX V206, Macutnery, Clifton House, Euston 
Road, N.W.1 


Die Casting Machines Wanted. 
IMP. 96, M55A and M56 or larger. 
BOX V85, MACHINERY, Clifton House, Euston 

Road, N.W.1. 


ertical Drill with Adjustable 
multi-head, 14 spindles, No. 2 M.T. 
Vertical Drill, No. 4 M.T., 12in. stroke. 
Production Vertical Mill, about 8 h.p. Spindle. 
Condition and full details to BOX V246, 
MACHINERY, Clifton House, Euston Road, 
N.W.1. 


Machine Tools and Sheet Metal 
Working Machinery, modern items of all 
types required CHARLES E. MATTHEWS 
(MACHINE TOOLS), Lrp., 34, Gladstone 
Road, Croydon. (Thornton Heath 1783.) 


WHETHER BUYING OR SELLING 
USED MACHINE TOOLS 


Contact:— 


K.E.N.T. MACHINERY & ENG. CO. 
Datchelor Place Mews, London, S.E.5. 
Telephone : ROD 4149. 














Wanted. 

machine tools and sheet metal 
machinery. Best prices paid.—W 
& CO., Lrp., Industry Works, Sylvester Gardens, 
Sheffield, 1. Sheffield 23314/5. 


orman E. Potts 


LiwiTep, will pay 
Redundant Machines. 

Full details to 

130, Moseley 


Road, Birmingham, 12 
Telephone: VIC, 127 27 


8, 1279, 1270, O8B56. 


anted: Cylindrical 
Machine, 20in. by 120in 
Make— [mimiaterial. One requiring 
accepted price satisfactory 
GILBERT DIFF), Lrp., Canal 
Cardiff. 


repairs 
FRED 


if 
AR Parade, 


Wanted, Medium Sized Vertical 
Milling Machines, full details to-—A 

McNAMARA & CO., New 

"Phone: Bacup 946 


Wanted, 3rd Slide and Other 

equipment for jin. Butterworth Automatic, 
also Centrifugal oil separator and ratio scales 
LIB 4103.—LONGFIELD PRECISION, 14B, 
Merton Park Parade, 8.W.19. 


erspex Sheets Wanted. 6in. 

corrugations, ex. Govt. or clearance stock. 

BOX V244, Macninery, Clifton House, 
Euston Road, N.W.1. 


Line, Bacup, Lanes. | 


WANTED 


GOOD CLASS MACHINE 
tools and sheet metal 
machinery. 


EDWIN MILLEN 


70 Clerkenwell Road, London, E.C.! 
"Phone: CLErkenwell 6064 











Private Buyer Wishes to Pur- 

chase Copy Lathe, Ward 2As, 3As, No. 7 
C.Ts. and Cincinnati No. 2 and 3 Dial Type 
Plain Millers, approx. 2 off each machine 
wanted. Condition immaterial Also Plain 
Grinder approx. 12in. by 60in., modern machine 
only acceptable.—Please send full details, 
| specifications and prices to BOX V136, 
MACHINERY, Clifton House, Euston Road, 
N.W.1. 


| anted, Secondhand Dead 

Length Collet Chucks to suit 28 Herbert 
| Capstans. Please state price and where seen.— 
| BOX V141, Macurnery, Clifton House, Euston 
| Road, N.W.1. 


Reasonably Modern | 
working | # 
FORREST | | 


(B’ham), | 


cash for Surplus or | 


© We invne perticulers of your surpius Macmnes 
SOAG MACHINE TOOLS LTD. 
7, }JUXON ST., LAMBETH, LONDON, S.E.1/ 


Phone: RELience 7201. 
Graeme : ‘ Sovoelsag' Londen. 


Grinding | 


approximately, | 


Mchine Tools, Power Presses 
| and Sheet Metal Machinery Single 
|}machines or complete plants purchased. 
| Immediate inspection ALBERT EDWARDS 

MACHINERY), Lrp., 79/89, Pentonville Road, 
| London, N.1. 


| 


TENDERS 


NOTTINGHAMSHIRE COUNTY COUNCIL. 


‘Tenders are Invited for the 
| provision of machinery and certain small 
| tools required for Mansfield College of Further 
| Education. Items required include hydraulic 
surface grinders, millers and lathes.—Further 
| detaiis and Tender Forms obtainable from the 
| SUPPLIES OFFICER, County Hall, West 
Bridgford, Nottingham, and completed tenders 
should be returned to the undersigned by 
| 15th February, 1958. 
A. R. DAVIS, 

| Clerk of the County Council. 
| Shire Hall, 
| NOTTINGHAM. 





For further “ Plant Wanted ’”’ and “‘ Tender ’’ Advertisements, see end of ‘‘ Plant for Sale’’ section. 
When answering advertisements kindly mention MACHINERY. 
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Classified Advertisements 


PLANT FOR SALE 











pENEEEEEESEOSSE 


HENRY, BU CHER & CO. ~ 


T 
Goecialild in the 


® VALUATION AND SALE OF FACTORIES, PLANT AND MACHINERY @ 


73 CHANCERY LANE, LONDON, W.C.2 
HOLBORN 441! (8 lines) GRAMS: PENETRANCY, HOLB., LONDON —____ ca 








Craven 6ft. Double Upright Ver- | }{olbrook 6}in. A.G.H. Mot. Tool- Qne Avery Two-spindle Pedestal 

tical Boring and Turning Mill with two room Lathe, Norton gearbox, taper | Drill. Serial No. 18264. High speed 
saddles on the cross slide. Motorised 400-440 | turning and collets. | Sensitive drill. Spindle speeds 4,100-9,600 r.p.m. 
volts, 3 phase, 50 cycles A.C. supply. NEW. ; | Rise and fall table. Table working surface 
Immediate Delivery. —W. E. NORTON COVMAC 6iin. A.G.H., mot. G.B. Lathe, | 12in. by 23in. Motor speed 2,880 r.p.m., 
(MACHINE TOOLS), Lrp., Grosvenor Gardens | good equipment. 400-440/3/50.—BOX V351, Macutnery, Clifton 
House, Grosvenor Gardens, London, 8.W.1. | House, Euston Road, N.W.1. 














*Phone: Tate Gallery 0633/4. Cables: Norbros, COLCHESTER 6}in. Master Lathe. Good | Kaas ie 
London. equipment. : 
12 a — 7 ss the aoa | Jncandescent Heat Gas-fired Air 
| SMAR “Sabel’’ 44in. Lathe. | Re-circulating Tempering Furnaces for sale. 
A Good Number of High-class Norton gearbox, collets, steadies, chucks, on| Fitted with lift-out. baskets and "Pyrometric 
Machine Tools always in  stock.— | bench. | control by Cambridge and Electroflow Recorder 
ELLISON, Cook Street, off Chapel Street, | EDWIN MILLEN, | Instruments. Pyrometric recording of top and 
Salford 3, Lancs. 70, Clerkenwell Road, | bottom areas in furnace. Temperature range of 
es eee -aiumtigianinseiiaain London, E.C.1. 0-750 deg. C. is regulated by the Cambridge 
"Phone: Clerkenwell 6064. recorders through an_ electrically controlled 
ie aaa ——— - = a } Satchwell Gas Valve. Outside dims.: 56in. dia. 
| by 55in. high. Inside dims.: 25in. dia. by 31in. 
A SELECTION OF FIRST | deep. Container: 22in. dia. by 2lin. deep. 
| BOX T668, Macutnery, Clifton House, Euston 
CLASS | Road, N.W.1. 
MILLING MACHINES || Reconditioned 300 Watt Dialec- 
} tvic Heater Unit for sale, input 230/1/50 
AVAILABLE FOR approx. 6 amps. Suitable for wood glueing 
| or plastic welding. Reconditioned.—BOX T618, 
IMMEDIATE | MACHINERY, Clifton House, Euston Road, 
| N.W.1. 
DELIVERY | LANG 13tin. 8.8. & S.C. Straight Bed Lathe, 
} 6 ft. between centres, motorised 400/3/50. 
MILWAUKEE 2H Vertical 35/1,400 r.p.m. || 
MAS No. 2 Universal, 29/750 r.p.m. Table J | PARKES (MACHINE TOOLS) LTD. 
50in. x 12in. | WITTON ROAD, BIRMINGHAM, 6. 
MAS No. 2 Vertical, swivel and sliding head. } | Tel.: EASt 1742. 
Table 50in. x 12in. ie. : | aE - 
CRAVEN 5.2 Universal Rigidmill with || Denbigh (New) Type CVSR4 
auxiliary = Deo ge | Semi-Universal Milling Machine, quick 
— 03SD Universal, dividing RUNNING SHORT? return table 46in. by 10in., motorised 400/3/50. 
ead, ° | SOUTHERN ENGINEERING & MACHIN- 
PARKSON No. /4 Face Miller. Table [| REMEMBER ERY CO., Connaught Buildings, Tanners Brook, 
82in. x 20in | eco Millbrook, Southampton. Tel.: Southampton 


CINCINNATI No. 2 Vertical, and 73101. 


Horizontal. WAROS wmght have ttl | : = 


BIERNATZKI No. 4 Vertical. Table 


62in. x I4in. | Reconditioned Wild-Barfield 
EDGWICK No. | Keyseater. THOS. W. WARD LTD | _ Furnace. High speed 2 and tem- 
HERBERT No. | Automatic Cycle Miller. pering furnace. 0-1,400 deg. C. hardening; 
: ; ALBION WORKS, SHEFFIELD | 0-1,000 deg. tempering. Hardening 18 kW 

— pte. 2 Mortesnenl, exits 58a. x 415/3/50, 6in. by 18in. by 6in. high. Temper- 
WICKMAN-MOULTON No. ! Thread ing 3.6 kW 415/3/50, 7tin. by 18in. by Sin. 


. | high. With wire resistance control. Gas and 


. Oe a = Pe: OR ee 
Miller. Bradford 16in. Centre Lathe, | air flow meters for hardening. Built-in contac- 


W. FORREST & CO. LTD. 


2ft. 6in. bed length. 3 cone pulley and | tor unit. Air cooled transformer.—BOX T698, 


back gear. Built on motor drive and counter: | “ HINERY, Clifton House, Euston Road, 
| shaft, 2 speed motor, 3 h.p., 3 phase, 1420/710 | **- 








INDUSTRY WORKS, |} v.p.m., 3-1 en te a. : ro | San 
| screwcutting range. With switchgear and push | 2113 : > 
SYLVESTER GARDENS, | button starter, Gin. dia. 3-jaw ehuck, Sin. | William Allday Oil-fired Fur- 
SHEFFIELD, |. | Taylor ane, 9in. ond 16in. Fe pe and | - anaes —— Fy = - tank ont injector 
® - 3-point steady, 4-way toolpost and collet adaptor. | No. E4792. nside dims.: 12in. wide by 6in. 
Phone: Sheffield 23314/5. | BOX V184, MACHINERY, Clifton House, Euston | hich by 20in. deep.—BOX T681, MACHINERY, 
' Road, N.W.1. ' Clifton House, Euston Road, N.W.1. 











SHEET METAL MACHINERY - MACHINE TOOLS - WOODWORKING MACHINERY 


A large range of all types IN STOCK—both NEW and USED. Send for particulars 

=“DWARDS HOUSE, 
359-361, FUSTUC N XOAD, 

LC NDCN, N.W.I. 
Phones’ Eusron 463) & 3771 
and at LANSDOWNE HOUSE, 

41, WATER Sikect, 

BIRMINGHAM, 3. 
a a Phone: CENtral 7606-8 


When answering advertisements kindly mention MACHINERY 
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Selection of Machine Tools 
from Stock. 


CENTRE LATHES. 
8iin. SB. & S.C. 

Lathe, to admit 4ft. 6in. between centres, 
motorised 400-440/3/50 cycles. 

New OF KEIGHLEY i2}in. 8.8. & 
S.C. Lathe, to admit 8ft. 9in. between centres, 

motorised 400-440/3/50 cycles. 

sin. 8.8. & S.C. Gap Bed Lathe, to 
admit 4ft. 6in. between centres, motorised 
400-440/3/50 cycles. 

New MITCHELL OF KEIGHLEY i0}in. 5.5. 
& S.C. Lathe, to admit 7ft. 5in. between 
centres, motorised 400-440/3/50 cycles. 

F.L.C.B. 13in. 8.8. & 8.C. Heavy Duty Lathe, 
to admit 17ft. between centres, 2 saddles, 

Motorised 400-440. — . 

7tin. ND 8.8. & 8.C. Lathe, 16in. swing 
with steadies, chucks, oy Motorised 400- 
440/3/50 cycles. 

CAPSTAN LATHES. 

WARD 3A Capstan Lathe, with collet chuck 
and bar feed, iéin. capacity, motorised 
400-440/3/50 cycles. 

WARD No. 7 Capstan Lathe, with covered bed, 
arranged for chuck work, 2+in. hollow spindle, 
motorised 400-440/3/50 cycles. 

W. 2A Capstan Lathe, with collet chuck 
and bar feed, Iltin. motorised 
400-440/3/50 cycles. 

GRINDING MACHINE. 

LANDIS i6in. by 36in. Universal Crinding 
Machine, with hydraulic feed. Motorised 

400-440/3/50 cycles 

DRILLING 


KITCHEN & WADE (ft. 6in. Kadial Drilling 
Machine, elevating arm, with loose bo bed, 
two-motor type, 350-400/3/50 cycle» 

ING MACHT 


capacity, 


Hydraulic Plain 
460-440/3/50. 


10in. by 36in. 
Cylindrical Grinding Machine, 


ERT Milling Machine, 23V_ Vertical, 
68in. by 17in. table, motorised 400-440/3/50, 
TI No. 3 Dial Type Vertical Milling 
Machine, 624in. by 15in. table, motorised 
400-440/3/50 cycles. 

HDALE i8in. Vertical Milling Machine 
38in. by 10in. table, motorised 400-440/3/50 
cycles. 

CRAVEN “ Rigidmill’’ Production Milling 
Machines, working surface of table 39in. by 
13in., spindle speeds 25-400 r.p.m., motorised 
400-440/3/50 cycles. Two machines available. 

EDGWICK 18in. Production Milling Machine, 
working surface of table 26in. by 12in., 

motorised 400-440/3/50 cycles. 

New U1, U2 and U3 Universal 
Milling Machines, motorised 400-440/3/50. 
ADCOCK & SHIPLEY No. 1 Plain Horizontal 
Milling Machine, 26in. by 7in. 

ised 400-440/3/50 cycles. 

ALE 20in. Horizontal 
Machine, 40in. by 10in. table, 
400-440/3/50 cycles 
CHMO) 


table, motor- 
Plain Milling 
motorised 


Model VHM Vertical Milling 
Machine, 26in. by 8in. working surface of 
table. Power feed table. Motorised 


400-440/3/50 cycles. 

Production Milling 
Machine, 43in. by 10in. working surface of 
table, with 4 automatic cycles to table. 
Motorised 400/3/50 cycles. 


SA 5 
RUSSELL 26/30in. and 20/24in. Cold Circular 
Sawing Machines, with hydraulic clamping 
to vice, motorised 400-440/3/50 cycles. 
NOBLE & LUND 11/16in. Cold Circular Sawing 
Machine, motorised 400-440/3/50 cycles. 


UTLER . Stroke All Geared Slotting 
Machine, with circular table, power feed to 
all motions, motorised 400-440/3/50 cycles. 
SURFACE GRINDING MACHINES. 
SNOW 92LE Vertical Spindle Rotary Table 
Surface Grinder, 48in. diameter table, 
motorised 400-440/3/50 cycles. 
SNOW P24 Hydraulic Horizontal Spindle 
Surface Grinder, 24in. by 8in. capacity. 
Motorised 400-440/3/50 cycles. 


JOHN CASHMORE LTD. 
NEWPORT 1, MON. 
Tel.: Newport 66941 (5 lines). 
(Also at Great Bridge, Staffs.) 


When answering advertisements kindly mention MACHINERY. 


MACHINERY 
(PLANT FOR SALE, contd.) 
Southwark No. 2 Capstan, Series 


| 630. 4 speed motor combined with 3 cone 

pulley and high and low clutch lever gives 24 
| speeds from 23 to 2,560 r.p.m. 6 Power feeds 
to turret. Back and front toolposts. Fitted 
to take air chuck. Extension bottle Suds 
pump and tank.—BOX \V 101, _ HINERY, 
Clifton House, Euston Road, N.W 


492 IN STOCK... 


MACHINE TOOLS 
New. Used and Rebuilt Machine Tools 
in stock. Comprising: Autos, Borers, 
Broaching, Drills, Gear Cutters, Grind- 
ers, Capstans, Combs., Millers, Planers, 
Presses, Sheet Metal Machines. U.K. 
Agent for H.M.V. (Swedish) Universal 
Borer (one month delivery), Scott 
Sheet Metal Tools, C.V.A. Chucks and 
Bullows Compressors al! ex-stock. 
Write for our priced Brochure covering 

the complete stock held oat 

Precision Rebuilders to 
the trade, Admiralty & | 
Acomic Energy Authority | 


MARTIN BROS.) 


(Machinery) LTD. 
Cornbrook, MANCHESTER 16 | 


‘Med Ad : 
Acver 


CL 








von 5ft. Lathe. Series | 


AJFM9940. Swing 164in. dia. over bed. | 
44 h.p. 2-speed motor, 3 cone pulley built on 
countershaft, with back gear gives 12 speeds. | 
Top speed approx. 500 r.p.m. Pick-off gearbox | 
tor feeds and screwcutting gives 48 selections | 
from 2 to 112 t.p.i. With 12in. dia. 4-jaw | 
chuck, 16in. dia. faceplate, 3-point and travelling 
steady.—BOX V197, a HINERY, Clifton 
House, Euston Road, 


yalcott ¢ 9in. 


wo Walter Palser Gas-fired 
Muffie type Furnaces by Incandescent 
Heat Co. Fitted with Nickel chrome slippers 
and a gas purge at mouth, which is shrouded to | 
control the atmosphere. Both furnaces are | 
electronically controlled by Cambridge Recorder | 
instruments. 0-1,000 deg. C. Approx. outside 
dims.: 48in. wide by 52in. deep by 37in. high 
Mounted on stand. Inside dims. of the muffle: 
20in. wide by 9in. high, 2ft. 6in. front to back 
The throat of the muffle has been reduced to 6in. 
high by 18in. wide.—BOX eo os HINERY, | 
Clifton House, Euston Road, 





Ballinger Abrasive Cut-off Ma- | 

chine for sale. Type A1193. {Motorised | 
415/3/50, 5 h.p. Fitted with wheel load indicator 
meter, safety time switch to wheel guard. Foot 
operated stock clamp.—-BOX T679, MACHINERY, 
Clifton House, Euston Koad, N.W.1. 


["ternal Grinder, Automatic 

eycle. Churchill model H.B.A. Rebuilt 
12tin. dia. faceplate, 4 speeds 98-350 r.p.m. 
Hydraulic powered traverse, 18in. variable feed. 
Work head swivels 30 deg. and moves 18in. 
laterally. Swing 18in. Built-in coolant pump. 
Electrics 400/3/50—BOX T663, MACHINERY, 
Clifton House, Euston Road, N.W.1. 


Swing 


Harrison (New)  Ilin. 
Lathe, 24in. 


8.8. & S.C. Gap Bed Centre 
between centres, motorised 400/3/50.—SOUTH- 
ERN ENGINEERING & MACHINERY CO., 
Connaught Buildings, Tanners Brook, Millbrook. 
Southampton. Tel.: Southampton 73101. 





LANG 8tin. S.S. & S.C. Gap Bed Lathes, 4ft. 
between centres, motorised 400/3/50 


PARKES wire BaD, 8 TOOLS) ) 


BIRMING! 
Tel.: EASt 1742. 


anson & Whitney Thread Mill- 

4in. by 9in. Fully motorised and well | 

equipped.—BOX 250, MAcHINERY, Clifton | 
House, Euston Road, N.W 





oa Trafford Park 10912) po 


wanna 400/3/50 cycles. 


VERTI 
WALDRICH 


| New 


MISCELLANEOUS. 
Sees font. and 1 cwt. Slide Type 
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Selection of Machine Tools 
from Stock or Early Delivery. 


D iG CHINES. 

ASQUITH 4ft. 9in. Portable Universal Radial 
Drilling Machine, No. 4 M.T. spindle, 6 speeds 
41/300 r.p.m., motorised 400/3/50 cycles 
supply. 


NILES 15in. Centre Heavy Duty Lathe, fitted 
with two saddles, to admit 27ft. Oin. between 
the centres, swing over saddles 26in. diameter 
motorised 400/3/50 cycles 

LANG 15in. Centre Heavy 
two saddles, admit 16ft. 
swing over saddles 23in 
400/3/50 cycles. 

New 

admit &ft. Vin. 

400/3/50 cycles. 

ERT No. 12 All Geared Head Com 
bination Turret Lathe, with roller bearing 
spindle, patent covered prismatic bed, swing 
over bed 23¢in., swing over cross slide 154in 
dia., 6iin. hollow spindle, 16 spindle speeds 

15/598 r. p.m. Motorised 400/3/50 cycles. 

LBROOK Model B Type No. 17 8.8. & S.4 

Lathe, swing over bed 184in. dia., admit 42in 

between centres, range of spindle speeds 

10/525 r.p.m., motorised 400/3/50 cycles. 

New 10tin. Lathe, 7ft. Sin. between 

centres, motorised 400/3/50 cycles. 

No. 9 WSL Multi. cut Production 

Lathe, motorised 400/3/50 cycles. 

No. 2A Capstan Lathe, power feed to 
saddie and turret, ball chuck and bar feed, 


Duty Lathe, fitted 
between the centres, 
diameter, motorised 


12in. Centre Gap Bed Lathe, 
between centres, motorised 


No. 3A Capstan Lathe, arranged for 
chuck work, six spindle speeds 84/1,650 r.p.m., 
motorised 460/3/50 cycles supply. 


CAL BORING MACHINE. 
Single Column Type Vertical 
Turret Lathe, fitted pentagon turret on cross 
rail, side head, maximum swing 70in. dia., 
motorised 400/3/50 cycles. 


GRINDING MACHINES. 

NEWALL 6in. by 18in. Hydraulic Plain Cylin- 
drical Grinding Machine. D.C. variable speed 
workhead, speeds 365/3,000 r.p.m., built-in 
AC/DC rectifier for supplying current to 
workhead, hydraulic feed to table, motorised 
400/3/50 cycles. 

Ww. 10in. Hydraulic 


by 48in. Plain 


Grinder, Model L, motorised 400/3/50 cycles. 
REINECKER 


, 2lin. by 66in. Hydraulic Plain 
Grinder, metorised 400/3/50 cycles. 
20in. Hydraulic Spline Shaft Grinder, 
motorised 400/3/50 cycles. 
12in. by 36in. Hydraulic Universal 
Grinder, with internal spindle and equipment, 
motorised 400/3/50 cycles. 


CHINES. 

VICTORIA U2 Universal Miller, 
table 45in. by 11in., motorised 400/3/50 cycles. 

New VICTORIA Model V2 Vertical Miller, table 

45ia. by llin., motorised 400/3/50 cycles. 

Heavy Duty Universal Miller, table 
55in. by 14in., motorised 400/3/50 cycles. 
SLOTTING 


MUIR 30in. Stroke Slotting Machine, 50in. by 
50in. table, poy 400/3/50 cycles. 
12in. ORMEROD High Speed Slotting Machine, 
diameter of rotary table 2ft. 3in., distance 
centre of tooi to frame 2é6in., longitudinal 
traverse of table 24in., motorised 400/3/50 
cycles supply. 


G MA 
Model 


Pneumatic 
Power Hammers, motorised 400/3/50 cycles. 
WEINGARTEN Punching and Shearing Machine, 
= plates iim. thick, punch iin. holes through 

in. plate, crop 5+ angles, metorised 400/3/50 


ycles, 

| CLYDE 65 Tem Three Motor Overhead Travelling 
Crane, span 34ft., floor controlled, totally 
ss gearing, 400/3/50 cycles 
Li} 

| acpes 160 Ton Vertieal et Destte Bided Single 
Crank Geared Power Sia. stroke, bed 
area 38in. by 24ia., a -F 400/3/50 cycles. 


JOHN CASHMORE LTD. 


@REAT BRIDGE, STAFFS. Tel.: Tipton 218 
(Also at NEWPORT, MON.) 


Pe 
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Boley Lever Operated Lathe. 
Series 320. Fitted with compound slide 
and back and front toolposts. 25 collets mostly 


metric 3.9 mm. to 184 mm., ‘and 6 multisize 
collets taking up to 3 yin. dia.—BOX V204, 
Clifton House, Euston Koad, 


MACHINERY, 
N.W 1. bak (ae 
One Phillips 20 kW Induction 

Heater Unit. Type No. FV45/1. Has run 
6,447 hours. Fitted with manual and remote 
controls, Sumlock time switch. A.C. volts 
rectifier instrument showing rectifier filament 
volts. 0-5 F.C. D.C. ampere meter 0-1. 
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ClessiG@ed Advertisemeets (PLANT FOR SALE, contd.) 

NEW | 

6ft. Oin. by tin. CAPACITY j 

BENDING ROLLS 
EX STOCK 
W. FORREST & CO. LTD. Ww ‘ 
cite pina CENTAUR 


"Phone. 23314/5. 











rogress No. 5E (New) Pillar 
Drilling Machine. Compound table, 2in. 
capacity, motorised 400/3/50.—SOUTHERN 
ENGINEERING & MACHINERY CO., Con- 
naught Buildings, Tanners Brook, Millbrook, 
Southampton. Tel.: Southampton 73101. 





CRANES FOR HIRE 


SMITHS “21” CRAWLER CRANE. 
10 Ton Max. Load with 30 ft. Boom. 
4 Ton Max. Load with 80 ft. Boom. 


SMITHS “ME” LORRY MOUNTED 


CRANE. {5 Ton Max. Load with 30 
ft. Boom. 4 Ton Max. Load with 80 ft. 
Boom. 
ROBERT CORT AND SON, 
Reading Bridge, Reading, 
Berks. Tel.: Reading 55046. 











ncandescent Two-chamber Gas 
Heated Furnace for sale. With air blast, 
two burners, and mixture controller. Keith 
Blackman 15in. diameter rotary blower direct 
coupled to 400/3/50 motor. j 
pyrometer, for temperatures up to 1,000 deg. C. 
Two chambers one above the =" 9tin. by 
17 tin. by. _6tin. high.—F. J. EDWARDS, 
LIMITED, Euston Road, London, N.W.1 
or 41, Water Street, , Birmingham, 8. _ 8. 








1958 SPANNER BARGAIN EX. GOVT. 


Assortment of seventy Useful NEW 
Spanners, comprising of Whit., B.A., 
S.A.E., Metric, A/F, etc., D.O.E., S.E., 
Ring, Box, Sockets, etc. List value 
over £20, our price 110s., plus carriage. 
Money Refund Guarantee. This is a 
very useful lot to have. Order now or 
further details write: WM. HURLOCK 
JNA. LTD., 5/7, Kingston Hill, 
Kingston-on-Thames. 





Water gauge and" 











Jones & Shipman 540 18in. by 
6in. Hydraulic Surface Grinder. 
WN & SHARPE 


No. 2 18in. by 6in.’ 
Surface Grinder. 
SCHUTTE 24in. by 8in. Heavy Duty Vertical 
Spindle Surface Geet, segmental wheel. 
EDWIN MILLEN, 
70, Clerkenwell Road, 
London, E.C.1, 
"Phone: € ‘lerkenwell 6064. 


DEAN, SMITH & GRACE i0iin. 8.8. & S.C. 
All Geared Head Gap Bed came, oft. 
between centres, motorised 400/3/50 


PARKES cums Te TOOLS) LTD. 





BIRMINGHAM, 6. 
___Tel.: EASt 1742. . ae 
Wicksteed Power Saw. Serial 


No. C370. Hydraulic feed to saw and to 
clamp. Has os large capstan w for adjust- 
ment to clamp. Can also be clamped m anually, 
Saw dia. 27in ‘by tin. thick. by 3in. hen 

tooling holes #in. by Sin. centres. Clamping 

boss 6¢in. dia. Saw capacity 10in.—BOX V264, 

on Clifton House, Euston Road, 
1 











NEW MACHINE TOOLS 
FROM STOCK 


GRANOR OF HALIFAX 
Lathe by 8ft. Oin. b.c. 
Siin. dia. 400-440/3/50 

MITCHELL OF KEIGHLEY i0iin. (ap 
Bed Lathe » 5ft. 5in. B.C. 400-440/3/50, 

EXCEL No. 3/12 Hydraulic Horizontal 
Spindle Surface Grinding Machine. Capa- 
city 24in. by Sin. Coolant equipment. 
Motorised 400-440/3/50. 

VICTORIA V2 Vertical 
Spindle speeds 
45in. by 1llin. 
400-440/3/50. 


llin. Gap Bed 
Hole in spindle 


Milling Machine. 
32-1,050 r.p.m. Table 
Table traverse 29+in. 


NEW MACHINE TOOLS— 
EARLY DELIVERY 


OF KEIGHLEY 8tin. Gap Bed 
Lathe by 5ft. 3in. b.c. 400-440/3/50. 
Delivery—February, 1958. 

MITCHELL OF KEIGHLEY 12}in. Gap Bed 
Lathe by 6ft. 9 in. b.c. 400-440/3/50. 
Delivery February, 1958. 

VICTORIA U2 Universal Milling Machine. 
Spindle speeds 30-1,010 r.p.m. Table 
45in. < 1lin. Longitudinal traverse 30in. 
400-440/3/50. 


USED MACHINE TOOLS 


NORTON Horizontal Spindle Hydraulic 
Surface Grinding Machine, with hydraulic 
cross feed head. Capacity 48in. by 10in. 
Complete with D.C. magnetic chuck and 
generator. Coolant pump and fittings. 
400-440/3/50. 


HERBERT 2D Capstan Lathe with draw 


back collet and power feed. Power feed 
to turret slide 400-440/3/50. 
NEWALL Hydraulic “ XL,”"’ 6in. by 18in. 


Plain Grinding Machine. 400-440/3/50 
NEWALL Type L. 10in. by 24in. Plain 
Grinding Machine. 400-440/3/50. 
DENHAM 5jin. by 2ft. 3in. B.C. A.G.H. 
8.8. & 8.C. Gap Bed Bench Lathe, vee 
rope eo a 


STANLEY 7 Sft. Oin. b.c. Gap Bed 
A.G.H. R- ac " Lathe. Vee Rope motor 
drive, 400-440/3 

LE BLOND A og 8. & 8. Lathe, 15in. 

dia. swing. eo 440/3/50. 
REDMAN 24in. N.D. Sur- 
facing and Boring Hexagon 


turret. 
wide. 


he. 
Swing in gap 38in. dia. by 19in. 
400-440/3/50. 


WICKSTEED 30in. dia. Hydraulic Cold 
Sawing Machine, hydraulic clamping, 
electrics 400-440/3/50. 


CLIFTON & BAIRD 30in. dia. Hydraulic 
Cold Sawing Machine, with hand clamp- 
ing, electrics 400-440/3/50. 


WE UNDERTAKE REBUILDING OF 
ALL TYPES OF MACHINE TO®IS, 


CENTAUR TOOL WORKS, 
EYRE STREET, SPRING HILL, 
BIRMINGHAM, 18. 

Tel.: EDGbaston ‘Gmms: 
1118 & 1119. Capstan, Birmingham. 





| for screening. 

















volts rectifier 0-25 F.C. Filament volts. D.C. 
Kilovolts. 0-12 Anode volts, D.C. amperes 
0-5 anode current indicators. Switch position 
of frequency: B.D. 500 Ke/s, A.D. 400 Ke/s, 
C.D. 320 Ke/s, A.E. 220 Ke/s, C.E. 175 Ke/s 
The switches select the frequencies. Surround 
Overall dimensions, not including 
screening: 8ft. long, 5Sft. deep, 6ft. high. 
BOX V tall _— HINERY, Clifton House, Euston 
Road, 


Churchili- Redman 9in. Gap Bed 

Lathe. Serial No. 4146/30. Flat bed 
nennd duty lathe. Swing over bedways 
18¢in.-4ft. 6in. between centres, 36in. in gap 
by 13in. Motor drive mounted on top of geared 
head giving 12 spindle speeds from 10.5 to 
280 r.p.m. Screwcutting and feeds through a 
gearbox giving 40 feeds from 3 to 46 per inch 
and threads of equal value by 4. Heavy duty 
leadscrew with a 4 t.p.i. lead. Equipment: 
4-way toolpost mounted on compound slide, 
32in. dia. faceplate, 16in. dia. 4-jaw independent 


chuck, 12in. dia. 3-jaw concentric chuck, 
3-point ‘aaele. 2-point travelling steady. 
Belt drive suds pump, 7.5 h.p. motor. Isolator. 


Allen West starter. Electrics 400-440/3/50 
BOX = ~ HINERY, Clifton House, Euston 
Road, N.W 


Ore cause No. 3 Capstan Lathe. 

Geared head. Spindle speeds: 6 speeds 
60-1,500. Hole through 2tin. dia. 6 feeds 
40-480 and reverse. Motorised, Alfred Herbert 
motor, 940 r.p.m. No. 7312076, 5 h.p., 400- 
440/3/50. Motor pump, 1/10th b.h.p. for coolant 
supply. 3-jaw chuck (Herbert) and switchgear. 
4-way toolpost. Power traverse to saddle and 
croas slide and turret.—BOX V237, _— HINERY, 
Clifton House, Euston Road, N.W 


assey 5-cwt. Recnaaai Power 
Hammer. Overhanging type with slides 
Longest stroke 2lin. Number of automatic 
blows per minute 140. Anvil set at an angle 
to accommodate long bars. Arranged direct 
motor drive. Complete with anvil. Centre to 
back 18in. Size of bar worked 6in. square 
Weight about 6: tons.—F. EDWARDS, 
LimiTep, 359, Euston Road, London, N.W.1. 
Euston 4681, or 41, Water Street, Birmingham, 
3. Central 7606-8 





NEW HORIZONTAL AND 
VERTICAL BORERS 
UNION 2}in. Model BFT.63 +? Boring 


and Facing Machine. Table 
a 5 3¢in. Model BFT.80 Horizontal Boring 


‘ac Machine. Table Type. 
UNION 4in. Model BFT.100 — Boring 
and Facing Machine. Table 


UNION 5in. Model BFT.125 ticteneat Boring 
and Facing Machine. Table Type 
bar 5 =. eee BFT. i Be Horizontal Boring 
UNION *62/6in. Model BFP. i ” Horizontal 
Boring and Facing Machine. Floor Type. 
UNION Sin. Model BFP.200 Horizontal Boring 
and Facing Machine. Floor Type. 
Boring 


52in. Single Column Verti val 

and Turning Mill, Model DK ES.1320 
NILES 6ft. 6in. Double Column Vertical Boring 

and Turning Mill, Model DKZ.2000 x 1250. 
NILES 13ft. Double Column Vertical Boring 

and Turning Mill, Model DKZ.4000 x 2000. 

EARLY DELIVERY. 
DEMONSTRATION BY APPOINTMENT. 
Write for details. 


DIMCO LTD. 


4 4 
PHONE 







OXFORD STREET 





MAYFAIR 158 4. 
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THE HELIOT MACHINE TOOL CO. 
LACKHEATH HILL, GREENWICH, 8.£. 
TIDeway 2819 and 4888. 


All machines motorised 400/3/50 unless 
otherwise stated. 


CAPSTAN LATHES. 
WARD No. 7 bar feed and collet head. 
WARD No. 7 chucking. 
WARD 3A, bar feed and collet head. 
WARD 3A, chucking. 
WARD 3A, with bar equipment, rebuilt. 
WARD 2A, bar feed and collet head. 
WARD 2A, chucking. 
WARD 2A. with bar equipment, rebuilt. 
WARD 1A, bar feed and collet head. 


TURRET LATHES. 
ARD No. 7 ¢ on 
8.8. & S.C. (not covered bed 
WARD No. 7 Combination turret, C.B. 
WARD 10/13 Combination turret, C.B. 
ARD No. 10 comb., extended bed, C.B. 
LIBBY 1/H6 5in. Hollow Mandrel. 


2 in. spindle, 


CENTRE LATHES. 
CRAVEN 15in. by 25ft. between 8.8. 

D.8. & G. 12in. facing lathe, 8.8. & S.C. 
HORIZONTAL MILLERS. 
ARCHDALE 238in. general purpose miller. 

ARCHDALE 20in., 37in. by 10in. table. 
MILWAUKEE 1H-12, 33in. by 10in. table. 
BROWN 000 production miller. 
EDGWICK No. 2, 46in. by 11in. table. 
EDGWICK i8in. traverse, 40in. by 12in. 


table. 
VERTICAL 
ARCHDALE 12in. ee 25in. by 10in. 
table. Power pe 235-1 r.D.m. 
REED PRENTICE No. 5, tain, by i6in. table. 


HERBERT 158, sliding head, 48in. by 1lin. 
ARCHDALE i8in. traverse, 40in. by 10in. 


table. 
KNIGHT (U.S.A.), 33in. by Qin. table, 


with sliding head and measuring rods for 
ig boring. 
WADKIN high speed, 40in. by 17in. table. 


HORIZONTAL BORER. 
KEARNS model 8, with facing head. 
DRILLING MACHINES. 
ALE 38in. Radial Drill, R. & F. 


ARCHD. 
Table. power 
ARCHDALE 24 spindle cluster, hyd. feed. 


SLOTTING MACHINES. 
BUTLER i6in. stroke, 39in. circular table. 
MUIR 30in. stroke, 48in. circular table. 
MUIR 12in. stroke, 32in. circular table. 


PLANING MACHINE. 
LIBERTY 10ft. openside, 2 tool boxes. 
BROACHING MACHINE. 
FORST 16 ton, vertical surface broach. 
SURFACE GRINDER. 
JONES & SHIPMAN 540, 18in. by Gin. 
CYLINDRICAL GRINDER. 
B.8.A.-LANDIS 18in. by 6in. hydraulic. 


GRINDERS. 
SCRIVENER No. 2 centreless grinder. 
B.8.A. No. 12 centreless grinder. 


INTERNAL GRINDER. 
CHURCHILL HBY hydraulic internal. 


TOOL AND CUTTER GRINDERS. 
SCHUTTE WU5, 24in. by Sin. capacity. 
GRAND RAPIDS, 27in. by 6in. capacity. 
SAWING MACHINE. 
WICKSTEED Power Hack Saw, i0in. by 


10in. capacity. 
Us. 


MISCELLANEO 
apwose carbide tool grinder. 
PRATT & WHITNEY spur gear grinder. 











ne Reed-Prentice 1i4in. Lathe. 
Serial No. 16898. Heavy duty. American 
Metric lathe. G head machine with 
8 spindle speeds 41-1,000 r.p.m. Gearbox for 
acrewcutting and traversing. lin. dia. through 
spindle, Spindle fitted with screwed collar for 
easy accurate fitting of chucksetc. Single Vee 
bedways. istance between centres 30in. 
Apron fitted with screwcutting indicator. 
Electrics built into machine 400/3/50. Equip- 
ment: 4-way toolpost, 3-jaw concentric chuck, 
4-jaw independent chuck, faceplate, catchplate, 
3-point steady.—Bi V245, ee, 
Clifton House, fiuston Road, N.W 


Rapidor (New) 1A Saw Sak Duty 
Sin. by 8in. 3-speed hacksawing machine. 
torised 400/3/50. —SOUTHERN ENGI- 

NEERING & MACHINERY CoO., Connaught 

Buildings, Tanners Brook, Millbrook, South- 

ampton. Tel.; Southampton 73101. 





MACHINERY (Suppt.) 157 
Classified Advertisements (PLANT FOR SALE, contd.) 


Brown & Sharpe No. 13 Tool, Craven 5ft. Double Upright Ver- 
and Cutter Grinder. Capacity Sin. by | tical Boring and Turning Mill with two 


24in. line workhbead. Equipment includes | saddles on the cross slide. Motorised 400-440 
universal attachment. Internal grinding spindle. | volts, 3 phase, 50 cycles A.C. supply. NEW 
Spiral grinding attachment. Surface grinding | Delivery: Immediately ——W. E. NORTON 








attachment, etc. Independent coolant tank (MACHINE TOOLS), Lrp., Grosvenor Gardens 
and fittings. Motorised 400-440/3/50. Condition | House, Grosvenor Gardens, London, 8.W.1. 
as new.—BOX V218, Macnuinery, Clifton | ‘Phone: Tate Gallery 0633/4. Cables: Norbros, 
House, Euston Road, N.W.1 London. 

ay 








PBR 


HORIZONTAL BORING AND FACING MACHINE 





Spindle dia. ake 3in. [PRICE £4,950] 
Range of speeds ... 35-1,200 r.p.m. P R I Cc E £ 4 9 5 0 
Traverse ... 24in. Approx. £600 returnable if Duty-Free 
Size of Table 39in. by 34in. Licence is issued. 
Rotates through ... 360 deg. PRICE INCLUDES 
: , Facing head, !7iin. dia. 
Max. distance spindle to table... 32in. Horizontal Milling Attachment 
Longitudinal traverse 36in. with two Arbors | tin. and Ijin. dia. 
Cc 2 Universal Vertical ee Attach- 
ross traverse nm, mo " sto. 30 N.S. Taper. 
M di f head pen Scale Verniers. 
pores IA — * a 72in, Dial Indicators for Vertical and , 
Horizontal Traverses. 
6 tons Coolant Pump and Fittings. 


Approximate weight 





No Import Licence. No Extras. Quick Delivery. 
Demonstration Machine can be seen at our works. 


Extended Credit Facilities arranged and financed entirely by ourselves enable 
us to offer terms very much more attractive than those available elsewhere. 
Sole Agents for Great Britain and the Commonwealth: 


HERBERT WIDDOWSON & SONS, LTD. 


CANAL STREET WORKS, NOTTINGHAM 
PHONE : 4206! 
































ichmond No. 
Milling Machine, 
vertical attachment. 
ALBA 458 18in. Shaper, with swivel vice. 
TRIDENT Vertical Miller, 30in. by 6tin., 
swivel head, auto feeds. 
EDWIN MILLEN, 
70, Clerkenwell Road, 
London, E.C.1, | 


"Phone: Clerkenwell 6064. 


3 Horizontal | For Sale, Robertson 7-stage 
28in. by 9in., with | Section Forming Machine with additional 
| curving unit. Specially suitable for profiling 
and banding stainless steel sections. Drive is by 
20-h.p. motor through 3-speed gearbox. 
meter of roller shafte 2in. Length of shafts 
—, for forming rollers Me Rolling 
speeds with 6in. diameter rollers, and 
120ft. per minute. Weight about ii tons.— 
Full details and Siuciostiens from F. J. 
EDWARDS Lovrrep, 359-361, Euston Road, 
| London, N.W.1, or 41, “Water Street, Birming- 
! m 3. 





When answering advertisements kindly mention MACHINERY. 
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NEW MACHINES FOR OLD!!! | 600 








Reconditioned || MACHINE TOOLS 
Ward 2a and Ward 3a || Ath MoronisED 400/00 
Capstan Lathes available in exchange MAlleeared ‘head Swing over ‘bed iin 
xy 6lin. Spindle to e in. ollow 
for your worn machines spindle” 16 spindle speeds 16-470 r-p.m. 
ARCHDALE 24in. Vertical Milling Machine 


° Tabi ize 40in. by 134i Spindle 
Immediate Delivery couae 45-812 : Mad a, ~~ 
petnel and a =. , 

j Sin. Stroke Precision Slotting 
HELIOT MACHINE TOOL co Machine. Table 20in dia. Adjustable 


| stroke. Speeds 35-115 cycles per min 























Blackheath Hill, London, S.E.10 WICKMAN  5-spindle 6in Chucking Auto- 
matic. Max. dia. swing 6iin. Turning 
Phone: TIDEWAY 2819-4888 length din. to Sin. Speeds 106-1,152 
| r.p.m. Air-operated collet adaptors. 
& ADE 6ft. Heavy Duty 
= Se —— Low Base Radial Drill and Tapping 
Machine. Spindle bored No. 5 M.T. 
ewall Plain Cylindrical Grind- Speeds 12-450 r.p.m. Base 42in. by 72in. 
| ing Machine, 10in. by 24in., motorised | | WILLSON 12in. All Geared Head Gap Bed 
400/3/50.—SOUTHERN ENGINEERING & 5.8. & 8. Centre Lathe. Admits 
| MACHINERY CO., Connaught Buildings, 4ft. 9in. between centres. Swings in gap 
Tanners Brook, Millbrook, Southampton. Tel 46in. Hollow spindle 3in. dia. Spindle 
Southampton 73101. speeds 9.5-240 r.p.m. 
VAN NORMAN No. 3V Ram Type Vertical 
Rapidor Manchester Major Hack- Milling Machine. Table size 64in. by 
14in Spindle speeds 25-1,250 r.p.m. 





saw Machine. Motorised 400/3/50. In “seen j , 
Stock for your inspection JAMES W. CARR a co a oe Te ee 


& 0. Lep., 7/16. Rosebery Avenue, London, SNOW Model VAIS Vertical Spindle 
—-%.— 4B! Surface Grinder, 15in. by 42in. table 


THE NEWALL GROUP OF Wild- - Barfield Furnace, Type Max. distance ‘chuck to wheel 13in. 


Hydraulic table traverse. lsin. Seg- 


No. CT ) M4 i 
COMPANIES MANUFACTURE: || isting tempering furnace. “Temperature range |} mental wheel and on, by 42in. D4 




















0-700 deg. C. Contactor panel by Brookhirst. ETSCO Model 4H Hydraulic Shaping 
GRINDING MACHINES Pe el ey Rage gg = A dag Machine. Max. stroke z3in. Variable 
"KL" CYLINDRICAL, din. x 18in. BOX Tes. MacuINeny, Clifton House, oe 
VESCCAL. iin. x Stin~ ote. —_ ARCHDALE 4-spindle Drill, 3 spindles 
sr * VY Y CYLINDRICAL, !2in. x 77 2 MT. 1 ani »No. 3M" 
“AS — ™ *| Reconditioned Wild-Barfield|| 0.2, MT. 1 spindle No. § MT.” Table 
oy HEAVY DUTY CYLINDRICAL, I6in. Furnace. 0-1,050 deg. temperature range. ' Spline Grinde 6 by 3i 
ORCUTT Splin rinder, 16in. by 3in 
x 24in.—84in Heavy hairpin 2 zone control (roof and hearth capacity Hydraulic Teciprocation to 
7 KU" “ UNIVERSAL, 12in. x 24in. to 24in. separate control). Heated door. Internal size table. Table fitted Diamond Truing 
24in. by 48in. by 15in. high. 36 kW. 415/3/50. Device for wheel form and indexing head 
«HAC " CRANKPIN, 20in. x 48in. to 72in. bt gh am pene, ee SS MASSEY 3 cwt. Pneumatic Power Hammer. 
7 ay * UNIVERSAL CRANKSHAFT, 28in. House, Euston Road, N.W.1. = Clear space type. Forging capacity 
B4in eae 3¢in. by 6in. M.S. bar. Ram pallet face 
“NL” THREAD, Bin. x I6in. and Gin. x 32in.] E¥erbert 2D  Capstan, jin a son oe See See 
“ ” . blows. 
ond AUTOMATIC INTERNAL, Zin. to 6in. H oo omgge ge —— fitted with collet, CRA v EN 54in. Heavy Duty Single Ended 
. 2 A r var tube and stands, 16 spindle speeds to T i 1 Faci Lathe. All- ad 
: Kee" ‘INTERNAL, win. to Itin. bores. 2,550 r.p.m. Electric suds supply. Immediate oe gy Em turning dia. ‘6ain. Spindle 
“ KN" INTERNAL, fin. to Sjin. bores. delivery.—Apply BOX V41, Macnrvery, speeds 1.37-10.15 r.p.m. 
“KEG” —" HEAD, I2in. x 24in. and | Clifton House, Euston Road, N.W.1. CINCINNATI Mode! 2MH Plain Horizontal 
Hin. x 36in. Milling Machine. ‘Table size 44in. by 7in. 
erbert No. 3 Capstan. Hole Spindle speeds 23-1,200 r.p.m. Power 
NG BORING MACHINES ming’ wor eg et ie apeete feeds all directions. 
os ) to 1,500 r.p.m. 6 feeds 40 to 480. Power 2i 
aR Tbe Hos in. = 3 fod (edie "romaine ana arr. "Paly || DEAN, SMITH, GRACE, Type, 12 
Si st 36 a SS. Se ae oie. Lathe. Admits 5ft. 6in. bebtegs coniven 
ize, £4in. Wn. Reconditioned, slideways reground, ready in Swing in gap 42in. Hollow spindle 3in. dia 
See MATIC” Tithe Si —_ - as days. = aN MACHINERY, Clifton House, Spindle speeds 9.9-180 r.p.m Bay 
7 " Table Size, 26in. x 57in. uston Roa 1. F . aac 
LAPPING MACHINES .S.A. No. 7 Centreless Grinder. 
“10U" For work to Ifin. thick x 3in. square = Max. f= me 4 > > — | grinding dia. GEORGE COHEN SONS 
‘a 4 . + . 7 3/64in. Grinding wheel speed 1,275 r.p.m. 
eit _ yy ~ - — x Bin. square. Range of speeds to control wheel 3335-50-76, & co., LTD. 
RIGIDLAP. For work to 2$in. thick x 7in.| Speed of control wheel for trueing 620 r.p.m. SUNBEAM ROAD, LONDON, N.W.10. 
square. oaens — ~ poe. See. oe wheel Tel.: Elgar 7222, and 
width max. 4in. /heel dresser slide. Vee rope 
OPTICAL INSPECTION EQUIPMENT drive (5). Coolant tank pump filter complete STANNINGLEY, NR. LEEDS. 
10in. OPTICAL ROTARY INDEXING TABLES. 10 b.p. motor at 1,458 r.p.m. Motorised 400- Tel.: Pudsey 2241. 
i6in. OPTICAL ROTARY INDEXING TABLES. | 440/3/50. Offered subject to being unsold.— 
Win. ang ten. poly pee gen TABLES. aos vans, MACHINERY, Clifton House, Euston . 
12in. and I6in A A INCLINABLE | Road, N.W.1. 
TABLE Foes erat dala ee ee 
UNIVERSAL hm oe tye—w. oo MICROSCOPES. | SYKES MODEL v.10 
VERTICAL COMPARA Ine No. 2D 
HORIZONTAL COMPARATORS. 2 ae oe GEAR GENERATING 
UNIVERSAL WORKSHOP PROJECTORS. | | erial number 20/28. “£27 | MACHINES 
MEASURING MACHINES, 0--24in, co0—144in, |] Two No, 4 HERBERT Capstans, complete Capacity Oin. to I4in. for 
OPTICAL DIVIDING HEADS. with bar feeds and collet attachments. 


SALES ORGANISATION, All the above can be seen working. for internal work, Maximum 
NEWALL GROUP SALES LTD.,|| gig precision LimiTep,| |<)... 


PETERBOROUGH. BARTON LANE, CIRENCESTER. F. J. EDWARDS LTD., 


Telephone: Peterborough 3227. Telephone No.: Cirencester 726. 359-361, Gusten Geek, Sesden, N.LW.I 


Telegrams: “ Precision ” Peterborough. 


When answering advertisements kindly mention MACHINERY. 


| 
| 

Serial numbers 74/530, 75/237, £275 each. ||| external work: capacity 20in. 
| 
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-V.A. No. 79 Vertical Miller, 
25in. by 9tin. table, 400/3/50. £275.— 
A. MCNAMARA & CO., New Line, Bacup, 
Lancs. "Phone: Bacup 946. 
One Loewe SW2 Tool and Cutter 
Grinder. Table mounted on roller chain 
bearings. Table 314in. long by 44in. wide, with 
swivelling adjustment. Wheelhead fully rota- 
ting with wheels mounted at both ends of 
spindle. Fully motorised 400-415/3/50,0.012kW, 
2,840 r.p.m. Overall size 4ft. 10in. wide by 
4ft. high by 3ft. 6in. deep. Equipment: One 
fully adjustable vice.—BOX, V288, MACHINERY, 
Clifton House, Euston Road, N.W.1. 


Herbert 9S Combination Turret 

Lathe, 1944 model, in excellent condition. 
Fully motorised 400/3/50. Fitted with taper 
turning attachment, fourway toolpost, pilot 
knee toolholders to take several tools. Coolant 


supply. Seen in London area.—BOX V147, 
Machinery, Clifton House, Euston Road, 
N.W.1. 


Ward, Haggas & Smith, Boring 
and Facing Lathe, short bed, swing 50in. 
over bed, war-time model, 400/3/50.— 
MeNAMARA & CO., New Line, Bacup, 
Lancs. ‘Phone: Bacup 946. 


dia. 
A. 


Heading Press For Sale. ‘‘Water- 


bury Farrell"’ type No. 1 8.D.D.S. 
Motorised, Horizontal, Toggle Action, Double 
Stroke, Solid Die Type. Capacity up to 


approximately jin. diameter. Maximum length 
of wire cut off jin. Length of feed adjustable 
from 0 to fin. Electrical equipment for 400-440 
volts, 3 phase, 50 cycles.—Full details, photo- 
graph, etc., from F. J. EDWARDS, Limirep, 
359, Euston Road, London, N.W.1, or 41, Water 
Street, Birmingham, 3 


Churchill 72 CRM Crankshaft 

Grinder. Landis 16 by 48 Crankshaft 
Grinder. Herbert No. 5 Chucking Auto. Lathe. 
Sunstrand 6in. Chucking Auto. Lathe. Full 
details from user.—HUNT & CO. (BOURNE- 
MOUTH), Lrp., Bournemouth. 





For Sale—Four Premier Stirrers, 

complete. Model 2100, 2 h.p. Motor, ete. 
Nearly new.—Full details from BOX, V238, 
Macutnery, Clifton House, Euston Road, 
y.W.1. 


ischer G.F. Copying Lathe, 
model KDM. 18-250. 100in. between 
centres. i14in. max. dia. Price reasonable. 
HENRY SIMON (E.W.), Lrp., Cheadle Heath, 
Stockport. (Mr. J. Barnes.) 


Auto. Junior Turret 


Herbert 
Lathe. Chucking, semi-automatic, fully 
motorised. Reasonable offer considered.—BOX 


V54, MacuINERY, Clifton House, Euston Road, 
N.W.1. 
Profiling Lathe. Churchill Red- 
man semi-automatic hydraulic copying 
Lathe. Capacity 12in. dia. by 40in. between 
centres. 12 spindle speeds 260-1,000 r.p.m. 
Feeds variable from lin. to 18in. per min. 
Headstock motor 15 h.p., 400/3/50/1,440. 
Hydraulic pump motor 3 h.p. Push-button 
controls. Excellent condition, year of manu- 
facture 1951. Seen London area.—BOX V60, 
MaAcHINERY, Clifton House, Euston Road, 
N.W.1. 
Victoria (New) U2 and V2 Milling 
Machines, table 45in. by 1lin., motorised 
400/3/50.—SOUTHERN ENGINEERING & 
MACHINERY CO., Connaught Buildings, 
Tanners Brook, Millbrook, Southampton. Tel.: 
Southampton 73101. 





Cyne Billeter Rotary Surface 


Grinder. Capacity 30in. dia. Rotary 
magnetic table 30in. dia. Power drive to 
traverse, with inching control. Segment 
grinding wheels. Integral wheelhead motor 


11.4 kW, 415/3/50, 950 r.p.m. Table travel 
motor 415/3/50, 940 r.p.m., 2.2 kW or 3 h.p. 
Westinghouse rectifier mounted on rear of 
machine. Style RJF. Type 4/48/3. A.C. 
200/260v. 50/100 cycles. D.C. 200/240v. 
2 amps. Serial No. 24996. Spec. No. R.1588. 
Switch contactor control panel. Coolant tank 
22in. wide by 40in. and electric pump.— 
BOX. V330, MacHINeRy, Clifton House, Euston 
Road, N.W.1 





MACHINERY 


Edéwick, Vertical Surface 
Broacher. Slide 60in. by 12in Table 
l4in ty 14.n. Motorised.— WILCOX & CO., 


Barr Street, Birmingham. 19. 
1234/5 


NORthern 


L2 Point Broaching Machines, 

series 2950 and 2890. No.0. 18in. stroke, 
fin. dia. Broach capacity. Front aperture 
4in. by 3in. Fitted with adjustable block reduc 
ing to 1jin. dia. Rack and pinion drive, quick 
reverse to drive from countershaft.—BOX, V143, 
MACHINERY, Clifton House, Euston Road, 
N.W.1. 


There are 


HUNDREDS 
of MACHINES 


to choose 
trom 










THE 
F.J.E. 
MACHINE 


CENTRE A—— 


ISLINGTON PARK STREET, NEAR 
HIGHBURY CORNER, LONDON, N.! 
(on the main Al Road from the North) 








or Sale. Solvent Extraction 
Plant, 24 ton batch, consisting of storage 
tank, evaporator extraction vessel, lift out 
basket, 5-ton electric travelling block separator, 
condenser, steelwork and piping complete. 
Price and particulars on request. 


BOX No. B.854, 
LEE & NIGHTINGALE, Liverpool. 


Excell No. 3 Diefiling and Sawing 

Machine. Length of stroke 4{in., throat 
distance 9}in. Max. thickness of work admitted 
3hin. Strokes per min. 65, 100, 150, 220. Dia. 
of table 16in. Angular adjustment of table in 
4 directions 15 deg. Length of files 8in. ? h.p. 
motor at 900 r.p.m.—BOX, V229, MACHINERY, 


Clifton House, Euston Road, N.W.1 


WILLIAM PARTINGTON 
LIMITED 
Trafford Park Road, Trafford Park, 
Manchester, 17, 
Tel.: Trafford 0332. 


‘ATI No. 
Reconditioned. 
No. 7 
Covered bed. 
& WADE Motor-driven 
Radial Drill. Low base. Loose box table. 
60in. Model VXA Motor-driven 
Vertical Spindle Surface Grinder, Hydraulic 
Magnetic chuck. 
URC Model “‘O*’ Universal Tool and 
Cutter Grinder. Motor driven. 
CHD. 28in. Plain Miller with 
attachment. 
TOWN 3ft. 6in. Radial Drill, 2-motor type. 
RICHARD: 





3 Dial Type Plain Miller. 


Combination Turret Lathe. 


4ft. Oin. 


vertical 


iS 48in. Vertical Boring Mill. Cone 
Drive. 
GISHOLT No. 5 Ram type Turret Lathe. Well 
equipped. 
SON 7in. by 38in. 8.8. S.C. Lathe. Gap 
bed M.D. 
FACEPLATE LATHE, 52in. swing. Motor 
driven through cone pulleys. 
WADE ft. Oin. Radial Drill. 


Box table. M.D. 
EDGWICK No. 2 Vertical Miller. M.D. 
CRAVEN-RIGID Semi Universal Miller. 
os GENT Broach, 20-ton pull. 50in. 
stroke. dD. 


| 
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HERBERT Filing and Sawing 
Machine, 15in. square adjustable table. 
Alexander 16in. Cutting-off Machine, 12¢ h.p., 
440/3/50. 

Taylor No. 2 
64in. diameter. 
Herbert Hacksaw, 13in. blade, belt driven. 

Wicksteed Hydrofeed Hacksaw, 16in. blade, 
6in. by 6in. 


Cutting-Off Machine, up to 


Rex Hydraulic Hacksaw, 18in. blade, 8in. 
by Sin 

Colchester 7in. Centre Lathe, 7ft. gap bed. 
ALG.H, 

Herbert Horizontal Milling 3ND 


Machine, 
table 61lin. by 15in., 4 spindle speeds. 
Rotary Cold Metal Saw, 24in. diameter blade. 
Bliss 20-ton Inclinable Open Fronted Press. 


_v. & 0. 50-ton Inclinable Geared Open 
Fronted Press. 
Crow Harvey Punch, Shears and Angle 


Cropper, 18in. blade, 27in. throat, heavy duty. 

Pels Punch, Shears and Angle Cropper, 12in. 
blade shear up to fin., takes 6in. by 6in. by 
fin. angles. 

Craig & Donald 
6in. by lin. capacity. 

tobertson Shears, 28in. blade, 9in. maximum 
opening. (2). 

Goliath Hand Operated Shears, 7in. blade. 
lin. opening. 


Robertson 7-roller Plate Flattener, 8ft. 6in. 
wide, approximately fin. capacity. 

Berry 3-roller Plate Bender, 
approximately fin. capacity. 

eaps Screwing Machine, 

adjustable vice. 

Sweeney Fly Presses, all sizes, 20 available. 

Sedgwick Plate Folder, 8ft. wide. 

Massey 3-cwt. Bottle Forging Hammer. 


Billet Shears, Sin. blade, 


7ft. wide, 


4in. capacity, 


Massey New l-cwt. and 2-cwt. Hammers 
(three) 

Fs New l-cwt. and 2-cwt. Hammers 
(five 


Oliver Planishing Hammer, 29in. gap. 


FRED WATKINS (BOILERS), Lrp., 
Coleford, Glos. ‘Phone: Coleford 2271 (3 lines). 


Universal 
Grinding Machine, 6in. dia. 
by 8in. centres. Powered workhead, swivels 
) deg. Fitted with collets. Powered wheel- 
head swivels 30-0-30 deg. Hand feeds with 
coarse and fine traverse. Wheelhead is also 
adjustable for position on slideway. Wheel 
size Yin. dia. by tin. wide, runs at 2,800 r.p.m. 
Table swivels 25-0-45 deg. and is hand fed with 
coarse andl fine feeds. Built-in electrics. 
(colant tank with electric pump. £450 ex-works. 
This machine bas been rebuilt and is in use in 
our Toolroom and can be seen working.— 
BOX V322, Macuinery, Clifton House, Euston 
Road, N.W.1. 


One Specima 2121 


Cylindrical 





TRANSFORMER 
WELDERS 


20/300 amps., 250 amps., and 160 amps. 


Oil-cooled pattern Arc Welders for operation 
on 400-440 volts single phase 50 cycles; 
alternatively 230 volts single phase 
50 cycles; dual welding voltage 50/80; 
output current variable between 20/300 
amps., fitted with coarse and fine 
regulators in robust steel tank. 

£85 Os. Od. 


Similar, 250 amp. units, 271 Os. Od. 


Similar 160 amp. units, but not fitted with 
wheels, Os. Od. 


GEORGE COHEN SONS 


& CO., LTD. 
WOOD LANE, LONDON, W.12. 
Tel.: Shepherds Bush 2070, and 
STANNINGLEY, NR. LEEDS. 
Tel.: Pudsey 2241. 











‘Taylor Capstan Lathe, Serial 

7330-2-45. Collet type with 3-cone pulley 
drive. in. dia. capacity by 12in. long. Back 
and front fixed toolposts and suds pump. Back 





splash guard.—BOX V211, Macurrery, Clifton 
House, Euston Road, N.W.1. 


When answering advertisements kindly mention MACHINERY. 
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Drummond Electraulic 12 Ton i. 


Press. 18in. Gap underram. Qin. throat 
to ram centre. 4¢in. U Gapin bed. 17in. Ram 
stroke. Front safety trip guard and side| B. & S$. “OG”"-“OOG" Automatics. 
guards. Total bed area 15in. by 10in. Motor- B.S.A. “Finslin. Automatics. 
ised 2 hp. 3 ph.—BOX V239, : a HINERY, | SKODA 4@m/m. Automatic. 

| WICKMAN 1@ m/m. Automatic. 

| HERBERT No. 1-25-28 Capstans. 


Clifton House, Buston Road, N.W. 
ord MGi12 Internal iar | 

yf | MODERN No. | Capstans. 

WARD “OE” Caps 


standard equipment, motorised 400/3/50. 


In Stock for your inspection.—-JAMES W. | 
CARR & ¢ + I7tp., 7/15, Rosebery Avenue, | WARNER & SWASEY | No. 2 Capstan. 
Loydon, E.C.1. Tel: Terminus 8866 (P.B.X.) | CORONA 12AX, 1/2/3 Spindle Drills. 


| ee 2Sp. Drill, Ain. cap. 

SNOW T.14 Surface Grinder. 
JUNG [8in. by é6in. Surface Grinder. 
heey 18in. by éin. Surface Grinder. 


Ryder $: Slide Forging Ham- 

mers for sale. Capacity: round and square | 
bars up to liin., tubes up to 3in. diameter. 
Weight about 36 ewt. each. Photos available. 


- B. & S. No. 2 Uni. Grinder. 
F. J. EDWARDS, Limrrep, 41, Water Street, | 
Birmingham, 3. CENtral 7606. | CHURCHILL 6in. by 18in, Semi-Uni 
HORDERN MASON & EDWARDS L 20 Open- | CHURCHILL Mod. “AY” 6in. by 34in. 
fronted Inclinable Ungeared Power Press, | rinder. 
20 tome capuetie. double roll feed, motorised | CHURCHILL Mod. “ HBY ” I0in. by 24in. 
400/3/ | le ir er. 
S$. No. 7 Centreless Grinder. 
PARKES (MACHINE TOOLS) LTD. | WOTON Mod. RJ.33 Internal Grinder. | 
WITTON ROAD, BIRMINGHAM, 6. | NEWALL Thread Grinder. 
_Tel.: EASt 1742. fi NEWALL Hydrolapping M/c. 


SEBASTIAN Gin. S.S. & S.C. Lathe. 

D.S. & G. Tin. $.S. & S.C. Str. Bed. Lathe. 
SOUTHBEND Tin. S.S. & S.C. Lathe. 
CHURCHILL-REDMAN &Bin. S.S. & S.C. 


Lathe. 
LEBLOND Bin. and I0in. S. e. & S.C. Lathes. 
SWIFT Stina. S.S. S.C. Lathe. 
| IMPERATOR 86}in. S.S. & S.C. Lathe. 
LEBLOND &ijia. (S.S. only) > Lathe. 
COLCHESTER Bjin. $.S. & S.C. G.b. Lathe. | 
ee ak TO LWORKS “Btn. S.S. & 


<<. GB. the. 
SPRINGFIELD i0in. Boring and Facing | 


Lathe. 
HILLE Thread Mill. 
MANN 4102 Production Mill. 
EDGWICK No. | and No. 2 Hor. Mills. 
| PALLAS H.O. Hor. Mills. 
| PEDERSON VILH Hor. Mill. 
| VICTORIA Mod. M.O. Plain Mills. 
| C.V.A. Ne. 79 Vertical Mill. 
| VAN NORMAN I8in. Vert. Mill. 
| ARCHDALE 30in. Vert. Mill. 
| MILWAUKEE No. 2 Vert. M'll. | 
| WANDERER Universal Mili 
Hes Universal Mill. 
. & S$. 2A Universal Mill. 
CINCINNATI 2M. Universal Mill. 
| MOREY 2Sp. Profiling Machine. 
| E.MJ. No. 22 and No. 26 Tapping M’cs. 








60 in. 
AND FACING LATHE 


LANG BORING 


10ft. between centres. 

Sliding bed. 

12 spindle speeds 2-7-330 r.p.m. 

Pedestal type tool holder and 

compound slide rest on separate 

bed mounted in front of machine. 

64in. hollow spindle. 

Power feeds and rapids to all 

movements. 

4 face plate chucks. 

Approximately 4 years old. 

Weight I7 tons. 

DIMCO (Gt. Britain) LTD. 

415-417 Oxford Street, 

London, W.|! 


Tel. Mayfair 1585 | all machines motorised 400/3/50 unless 
otherwise stated. 


E.H.JONES| 


MACHINE TOOLS LID F 
15 COLINDALE AVENUE LONDON W.W9 











| 
Willson Mk. V S.S. & S.C. Gap} 
Bed Centre Lathe, 15jin. swing by 3ft. | 

between centres, with Metro-Vick Copying 
Attachment, motorised 400/3/50.—SOUTHERN | 
ENGINEERING & MACHINERY CO.,} 
Connaught Buildings, Tanners Brook, Millbrook. | 
Southampton. Tel.; Southampton 73101. 
| 








Landis Cylindrical Grinding Ma- 
chine, 6in. by 30in. capacity. Wheel size | 
20in. dia. by 2in. wide. ‘able swivelling with | 


COLindale 5651-2-3 and 
hydraulic feeds giving infinitely variable rate of | 


Telephene : 


traverse. Fully motorised, reasonable offer to Midland 5593 Birmingham. 
BOX ve | omen Clifton House, Euston 
Road, N.W 
> . — P } 
orton Plain Grinder, 13800 S"°W P24 Surface Grinding Ma 
series. Type C Size 10in. by 18in chine, capacity Sin. by 24in. Hydraulic | 
er. ) ole a y isnt. | feeds to table, electric coolant supply. This | 
Soeeais mee tn tt Swivel table with | machine has recently been reconditioned. Seen 
ydraulic feeds to traverse. Fitted with | Pondon.—BOX V129, MACHINERY, Clifton 
Monitor control, all in nice condition.—BOX | House, Euston Road, N.W. 
V107, Meo ERE. Clifton House, Euston | : 
Road, N.W V | = 
ne * Keighley” Cylindrical rand Rapids Surface Grinding | 
Grinder. Serial No. 45/K/573. Fully Machine. Capacity Sin. by 24in. Hydraulic 
hydraulic. Wheelhead max. speed 2,000 r.p.m., | feeds to table, fully motorised 400/3/50. Coolant 
with plunge feed. Two-speed wheelbead, 14in. | supply fitted. Rebuilt as new.—BOX V135, | 
wheel. Max. distance between centres 1é6in. Clifton House, Euston Road, 


whe sta MACHINERY, 
Swing over bed 64in. Pressure pump lubrica- | N.W.1 

tion to main bearings. Swivelling table. | 

Variable speed control. Picker feed mechanism. 


All-electric workhead. Workhead, live and | 

dead centres. D.C. rectifier giving 6 workhead | | 24 by 8 Surface Grinder, Abra- | 
. Quick release tailstock. Diamond sive. 2 speeds to table traverse, fitted | 

dresser attachment. Motorised coolant system. | with coolant supply and dust extractor. Rebuilt | 

built in, 400-440/3/50. Equipment: 14in, | to original maker's limits.—BOX V140, | 

grinding wheel.—BOX V280, _ MACHINERY, | MACHINERY, Clifton House, Euston Road, 


Clifton House, Euston Road, N.W.1. | N.W.1. 


| 100 p.s.i. pressure. 


1&co., 


January 17, 1958 


CEM 

New BENTLEY Plate Bending 
Rolls, 6ft. x fin. and 8ft. x gin. 
for immediate delivery. 8ft. « }in. for 
delivery February. Heavier capacities and 
lengths for early delivery. All Machines 
fitted with opening end frame and self- 
supporting top roll. Quotations and fully 
illustrated literature gladly supplied. 


CHARLES E. MATTHEWS 


(MACHINE TOOLS)LTD. 
34, GLADSTONE ROAD, 
CROYDON, SURREY. 


THOrnton Heath 1783. 














Herbert — No. 11 Bar Turret 

Lathe, 24in. H.S., bar feed, 400/3/50 
4. MCNAMARA & CO., New Line Bacup, Lancs 
"Phone: Bacup 946 


Aerograph Air Compressor Unit 

Type D113 for sale. Single cylinder 
vertical water cooled. Capacity 40 c.f.m. at 
Motorised for 400/440 volts, 
10 h.p. Two air receivers 
60in. high for 80 Ibs. p.s.i 
"Photo and full details from ¥F. J 
Lrp., 359, Euston Road, London 
4681, or 41, Water Street, 
Central 7606. 


3 phase, 50 cycles, 
| 18in. diameter by 
Water tank. 
EDWARDS, 
N.W.1. Euston 
a an 3. 


Bryant No. 4 Internal Chucking 


Grinder. Capacity ¢in.-2in. bore Max 
swing 6¢in. dia. Motorised.—-WILCOX & CO 
Barr Street, Birmingham, 19 NORthern 
1234/5. 


Parkinson 1 N.A. Universal Mil- 


46in. by 10¢in 
WILCOX 
NORthern 


ler. Speeds 29-775. Table 
Power feed all directions. Motorised 
Barr Street, Birmingham, 19. 
1234/5 
Clifton & Baird Hydraulic Power 
Saw. 6in. capacity. Speeds of cutter 


40-60-90ft. per min. Graduated cutter feed tin 
to 20in. per min., with automatic stop and quick 


return. Work V- -jaws and clamp 10in. long 
| Work stop bar graduated 12in. in tin. Hand 
operated clamp. Motor mounted on top of 


machine on platform, 4 h.p., 400-440/3/50, 
1,430 r.p.m. One pressure gauge. One work 
trolley. One saw sharpening machine.—BOX 
V267, Macutnery, Clifton House, Euston 


Road, N.W.1. 


GEARED AND VARIABLE SPEED 
MOTORS FOR 415/3/50. 





H.P. Make Type Speed 
270/67.5 B.T.H. Schrage 370/95 
100 Asea Slipring 225 
100 Asea Slipring 200 
260 B.T.H. Ward/L. 300/1,500 
100 L.D.C. Ward/L. 300/1,500 
60 C. Park. Ward/L. a 1,500 
50 Asea Slipring 12 
30/3 Harland Ward/L. 1,7 750/ 175 
27 Mather & P. Ward/L. 500/2,800 
24 E.E.C. Ward/L. 300/1,650 


Other special forms of equipment including 
Squirrel Cage A.C. motors with variable 
frequency supply equipment and fre- 
quency changers for all applications, etc. 


GEORGE COHEN SONS 
& CO. LTD. 
WOOD LANE, LONDON, W.12. 
Tel.: Shepherds Bush 2070, and 
STANNINGLEY, NR. LEEDS. 
Tel.: Pudsey 2241. 
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RQUHAR 


USED LATE TYPE MACHINES 


LATHES 
BEAN, & GRACE, A.G.H., 10¢in 
centre by 10ft. between, 35in. gap. 
COVMAC Lathe, 8jin. by 60in. between, A.G.H., 


gap bed, 
415/3/50. 


spindle speeds 18-450 r.p.m., 
CUB Lathe, A.G.H., 
mot. 415/3/50. 
CAPSTANS AND AU1OS 


mot. 


6in. by 24in., 


WARD No. 7, A.G.H. Bar feed, ball chuck, 
ete. Motorised. 

D 2A. Oversize spindle, complete with 

ball chuck, bar feed, and quantity of collets 


for 2A size. Motorised 415/3/50. 

WARD 3A. Oversize spindle, complete with 
ball chuck, bar feed. Motorised 415/3/50. 
WARD OE Capstans, tin. collet cap., 480/2,850 

r.p.m. Bar feed, mot. coolant pump 400- 
440/3/50 A.C 
WARD 1A Capstans, lin. collet cap. HLS. 
range up to 4,130 r.p.m. Ball chuck, bar 
feed, mot. coolant pump, 400-440/3/50 A.C. 
2D Capstans, 16 speeds, 50/2,550 
r.p.m. Draw-in collet, bar feed, power feed 
turret, “‘ duo-rate "’ cross slide, “* Flamard "’ 
bed, mot. coolant pump 415/3/50. 
HERBERT 1S Capstans, jin. collet cap. Draw- 
in collet and bar feed, 16 speeds 18/4,020 r.p.m. 


Hand feed turret and cross slide. Mot. 
coolant pump, 415/3/50. 
No. 0 Capstans, ¢in. cap. Dead 


length air chucks, 12 speeds 93/6,000 r.p.m., 
mot. coolant pump, 415/3/50. 


BOLEY & Precision Capstan. Model 
8.R.26. Collet cap. lin., mot. 415/3/50. 
INDEX 0.R.12 Auto., in. cap. Flange mot. 


415/3/50. 

MILLING MACHINES 
CLEVELAND No. 1 Horizontal Borer. Spindle 
No. 5 M.T., compound table, with motor. 
ARCHDALE 20in. Horizontal. Table 40in. by 
10in. Dial type speed change 30 to 615 r.p.m. 

Dial feed. Mot. 415/3/50. 

CHDALE isin. High-Speed Vertical WB30. 
Table $4in. by 10in., 6 speeds 500/2,000 r.p.m. 
Mot. 415/3/50. 


GRINDING MACHINES 


CHURCHILL Hyd. Vert. Surface (plough), 
cap. 18in. by 36in., segmental wheel 18in. 
dia. Humphrey mag. chuck, 12in. by 36in., 
mot. 415/3/50 

LANDIS Hydraulic Cylindrical Grinder, 12in. 
by 48in., mot., reconditioned. 

NEW Hydraulic Cylindrical Grinder, 12in. 


by 24in., mot. 

P.24 Surface Grinder. Cap. 24in. by 8in. 
Hydraulic variable feed to table, wheel dia. 
10in., mot. 400/3/50 A.C. 

E.S. Internal Grinder, yin. to lin. dia., int. 
cap. Power feed to table, auto. sizing feeds, 
mot. 415/3/50. Late type machine, ex. con. 
LIV Automatic Hydraulic Cylindrical 

Grinder. Type R4/1200, 14in. swing by 

48in. between centres. Plunge cut. Mot. 

415/3/50. 


SHAPING MACHINES 


G.S.P. Toolroom Shaping Machine. 
23¢in., with universal table swivel and 
rotate, automatic tool lift, mot. 415/3/50. 


PRESSES AND SHEET METAL 


Stroke 


KEETONA (Guillotine, ap. =. by jin., under 
crank drive, mot. 415/3/5 
ESCO Universal Swing as Folder, Cap. 
6ft. x tin., Geared Hand Operation. 

TAYLOR & CHALLEN 82 Rigid Press, 10 tons 
adjustable stroke jin. to 38in. Mot. 415/3/50. 
'AYLOR & CHALLEN 161} Press, 6 tons. 
Fixed stroke 2in. “‘Udal’’ guard. Mot 
415, 3/50. 


WILLIAM URQUHART 


Head Office:— 
1023, Garratt Lane, London, $.W.17 


Showrooms -— 


Ace Works, Plough Lane, Tooting, $.W.17 
Phone: WIMbiedon 6341 


fied Adverti s (PLANT FOR SALE, contd.) 
Richmond SR2 (New)  4ft. 
Radial Drilling Machine, 1tin. cap., tilting 


table and suds, motorised 400/3/50.—SOUTH- 
ERN ENGINEERING & MACHINERY CO., 
Connaught Buildings, Tanners Brook, Millbreok, 
Southampton. Tel.: Southampton 73101. 


oc Brown & Sharpe Auto., 4570 


series. Approx. capacity jin. dia., bar 
machine, Motorised 400/3/50. Good condition. 
BOX  T578 Clifton House, 


MACHINERY, 
Euston Road, N.W.1. 
ne Brimsdown Two- spindle 
Drilling Machine. Serial No. 7153. 
Spindle speeds 500-4,500 r.p.m. Two drill 
heads rotate around column. Height, chuck to 
table, 4in. Throat 6in. Column to chuck 
centre 6in. Base size 144in. by 22in. Height of 
table 39in. Overall size 2lin. by 39in. Motor- 
ised 400-440/3/50.—BOX V340, MACHINERY, 
Clifton House, Euston Road, N.W.1. 


ne Baker Borer. Vertical. 
Serial No. 26180. Maker: Baker Bros., 
U.S.A., Toledo, U.S.A. Fitted with a 5 h.p. 


Crompton Parkinson motor, 400/3/50, 940 r.p.m., 
N.6, mounted on top of mac hine for main drive. 
Ditto, type K.6, 1.5 h.p., 400/3/50, 940 r.p.m. 
Motor to feed drive. Rise of spindle carriage 
activated by hydraulic cylinder, pressure gauge 
reading 2,000 lb. per sq. in. Rise and fall of 
spindle 2lin. approx. Table area 1l6in. by 18in. 
wide. Depth to base of work mounting 15in. 
Mounting is driven hydraulically. Size 3#ft. 
wide by 9ft. high by 4ft. front to rear.—BOX 
V347, Macninery, Clifton House, Euston 
Road, N.W.1. 


One Wickman Rowlan Pedestal 


Tool Grinder. Serial No. 360171. Machine 


No. 406/M. Heavy duty pedestal type tool 
grinder, for grinding Tungsten and Widia 
tipped tools. Two wheels, 12in. dia. max. 


Adjustable angle tool rests for form grinding 
Coolant tank and — in pump. Motorised 
400-440/3/50.—BOX V205, MacuInerRy; Clifton 
House, Euston Road, N.W.1. 


collet or chucking auto feeds to cross 
slide, saddle and turret, taper turning attach- 
ment, screw cutting, ball chuck and bar feed. 
Complete with all suds and electrics. 
EDWIN MILLEN 
70, Clerkenwell : oad, 
London, E.C 
"Phone: Cle whee "6064. 


| Facing Lathe, ‘“‘ Wagner,” Face- 


plate ft. (1956), motorised. Excellent 
condition.—Further details from Dr.-Ing. 
EMIL LINGEMANN, Rather Strasse 49, 


Dusseldorf, Germany. 


600 


POWER FACTOR 
CORRECTION CONDENSERS 








kVA Mabe Nominal Voltage 
| 117 A ot 415/3/50 
100 Th c 420/3/50 
RO Dubilier 415/3/50 
38 Wego 415/3/50 
30 B.LC. 400/3/50 
27 TCC 400/3/50 
15 B.LC.C 415/3/50 
10 Johnson & Phillips 400/3/50 
5 Bryce 415/3/50 


Prompt Delivery, covered by our Guarantee. 


GEORGE COHEN SONS 
& CO. LTD. 

WOOD LANE, LONDON, W.12. 
Tel.: Shepherds Bush 2070, and 
STANNINGLEY, NR. LEEDS. 

Tel.: Pudsey 2241. 








erbert No. 4 Senior Capstan, | 
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Qne Herbert 4-spindle Drilling 
Machine. Four No. 1 Morse taper — 
4 speeds 440-2,045 r.pm., through 4-speec 
motor, and one reverse. Rise and fall sable. 
Table working surface 10in. by 45in. Hand 
feed. Fully motorised suds pump, 400-440/3/50. 
BOX V368, Macuinery, Clifton House, 
Euston Road, N.W.1 


allmeyer & Livingston Surface 
Grinder. No. 28 Serial No. 828210. 
Capacity Sin. by 24in. Fully hydraulic table 
Infinitely variable speeds. Automatic cross 
feed both ways. Grinding wheel 10in. dia., lin. 
thick. Independent motorised wheel spindle. 
Through 14 h.p. motor at 1,445 r.p.m. Micro 
adjustment to wheelhead feed. Hydraulic pump 
driven by 14 h.p. motor, 400-440/3/50. Push 
button starters. Coolant tank built on with 
separate motorised pump. This machine has 
been rebuilt.-BOX, V298, Macutnery, Clifton 
House, Euston Road, N.W.1 


Qne 


Bryant Hole and _ Face 
Grinding Machine. Model No. 16A. Serial 

No. P3190. Max. dia. of swing i6in. Max 

travel of wheel 16in. Max. grinding travel 13in. 

Work spindle 150-225-300-450  r.p.m.--BOX 

Vv nae. MACHINERY, Clifton House, Euston Road, 
1. 


Covel Surface Grinder Made by 
L.S. & W. (Machinery), Ltd. No. 186. 
size 1lsin. by 6in. will accept a 10in. 

Throat 7in. Table to wheel centre 15in. 
Max. spindle speed 2,870 r.p.m Driven by 
?-V belt from a 3-step pulley. With dust 
extractor, water tank and pump.—BOX V302, 
7 ae Clifton House, Euston Koad, 

1 


Table 
wheel. 


K-E-N-T 

Broomwade Air Compressor Set. 
1947. Type EH 220. Amount 
delivered 60 c.f.m. 

A. & S. Lever Mill. 

Denbigh C2. Uni. Mill. 
£135 


G. & L. 24in. « Bin. Hyd. Sur. 
Model 28. Magnetic Chuck. 
Jos. Heap lin. Tangential 
Machine. £165. 
Ward IA Capstan. 
Ward OE Capstan. 
we 3Q Capstan. Bar Feed. 5 years old. 
Hardinge Precision Lathe. Sin. £37 Qs. 
“Rollo” 6in. S.S. & S.C. Lathe. 
Colchester “ Triumph” 





Age 
of air 
Motor IS h.p. £195. 
Model No. |. £95. 

Tab.e 34in. « 10in. 


Grinder. 
£475. 


Screwing 


Bar Feed. £195. 
Bar Feed. £165. 


Lathe. Q/c box, chucks, etc. £345 

Peterman P.10 S.S. Auto. Extensive 
collets and equipment. £395. 

Ward No. 7 Capstan. Collet Machine. 
Late post-war model. £875. 

Selson 42in. Radial Drill. S M.T. £325. 


Southbend 7{in. S.S. & S.C. Lathe. £325. 
Warner & Swasey No. 3 Capstan. £225. 
Willson 7}in. S.S. & S.C. Lathe. £235 


Herbert 2S Capstan Lathe. £225. 


All machines mot. 400-440/3/50. 


K'E-N-'T MACHINERY & 
ENGINEERING CO. 
Datchelor Place, London, S.E.5. 
Telephone: ROD. 4149. 











ne Norton Cutter 

Table area 2ft. 6in. by 32in. Table fitted with 
hand wheel. Control for slow feed. Table 
traverse 104in. Lever for fast traverse. Wheel- 
head double mounted and swivels full circle. 
Wheels 7in. dia. Fully motorised 400-440/3/50, 
4 h.p., 2.850 r.p.m. Overall size 4ft. 10in. high 
by 4ft. 10 in. long by 3ft. 6:n. deep. Approx. 
weight 28 cwts. See Manual workhead 
and tailstock.-BOX V oe , MACHINERY, Clifton 
House, Euston Road, 


ones & a Surface 

Grinder. Serial No. 9811/9, 28250. Size 
6in. by 18in. Fully hydraulic. Variable speed 
table. Auto picker feed. 7in. dia. grinding 
wheel. Built-in coolant system Counter- 
balanced wheelhead. Motorised 400-440/3/60. 
Push-button starter.—BOX V a4, Ae, 
C.ifton House, Euston Road, N.W 


Grinder. 


When answering advertisements kindly mention MACHINERY. 
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ARE YOU 








GLEASON 2in. stroke straight Bevel 
Roughing and Finishing machine, late 
type, NEW condition, longest cone 
distance with 34in., face !2in., max. pitch 
cut 3 dp. 

LANDIS 10in. by 72in. type ‘C* motor 


driven Hydraulic Plain Cylindrical Grinding 
Machine, Serial No. 21699, complete with 
seven steadies. 

SCHNEIDER 24in. by 8in. Horizontal 
spindle Surface Grinder, hydraulic feeds 
grinding wheel head swivels through 90 
degrees, enabling slide-way and cup wheel 
grinding to be done. NEW. 

KITCHEN & WADE V./5 Vertical Honing 
(Hydraulic) machines, capacity 2in. to Yin. 
dia., and up to 25in. length of bore, speeds 
and strokes hydraulically variable, speeds 
0 to 250 r.p.m., strokes 0 to 80ft. per 
minute. 

ARCHDALE 30in. Vertical Millers, table 
44in. by [44in. auto longtl. feed 30in., 
auto. cross feed !2in., hand vertical adjust- 
ment |8in., 12 spindle speeds 29 to 520 
r.p.m. 

FAIRBAIRN, LAWSON, COOMBE & 
BARBOUR 5S. & S. Lathe, swing 36in., 
takes 23ft. between centres, two saddles 
both with taper turning and electric 
control. 44in. hollow mandrel, 24 spindle 
speeds 1-08 to 152 r.p.m. 


Telephone: SHOreditch 4814/5. 





LOOKING 


SENTINEL Gin. by 30in. Hydraulic Copying 
Lathe operated on electraulic system, five 
slides, two back three overhead. 


VOLMAN &8in. by 24in. capacity high speed 
Sliding and Surfacing Diamond Turning 
Lathe, 12 spindle speeds 95-1,180 r.p.m. 


MAAG SS.30 Automatic Gear Grinding 
Machines for spur gears max. dia for up to 
2zin. face IIdin., from gin. to Stin., Bgin. 
min. pitch circle diameter Ijin., max./ 
min, cutting pitch 24in. to 12}d.p., max. 
min. number of teeth 120/10. 

PITTLER RE.11.60 Turret Lathes {in- 
centres, spindle flange to turret 3i¢in., 
spindle hole 2jgin., swing 2Ijin., fitted 
chasing attachment. 

WICKMAN jin. Sliding head Precision 
Automatic, with 3-spindle attachment 
H-S_ drilling or screwing attachment, 
slotting attachment and pump. 

HERBERT 23V Vertical Miller, table 68in- 
by I7in., auto. longtl. feed 48in., auto: 
cross feed i8in., vertical travel 25in. 
vertical adjustment of head 10in., spindle 
speeds 16-5 to 427 r.p.m. 

ORMEROD 2in. stroke Slotting machines, 
max. dia. of work admitted 28in., longtl. 
traverse 24in., transverse 24in., max. 
height |8in., dia. of table 30in., nine ram 
10-63 strokes per minute. 


FOR A MODERN MACHINE 
FROM STOCK 


A selection from our 1,500 available tools 


CHURCHILL VXA _ Hydraulic Vertical 
Spindle Surface Grinder, table 60in. by 
l64in., dia. of segmental wheel I8in., max. 
wheel to table JS5in., table traverse 
hydraulically variable up to l00ft. per 
minute, 

RYDERMATIC No. 12 single spindle 


vertical multi-tool Chucking Auto., max. 
swing 20in., dia. length between centres 
I6in., turning slide vertical stroke 8in., 
facing slide stroke 5}in., auxiliary stroke 
4in., speed range 3itin. to 309 r.p.m. 

BERTRAM (Niles type) S.S. & S.C. Lathe, 
24in. centre on 39ft. bed 30ft. between 
centres, 3in. hollow mandrel, 2 saddles 
with independent electrical control and 
taper turning 

CHURCHILL PBH Universal 
capacity I6in. by S0in., 


Grinder, 
work speeds 46 to 


181 r.p.m., table traverse (Hydraulic) up 
to 180in. per minute. 
KNIGHT No. 20 Vertical Milling and 


Boring Machine canting table 9in. by 40in., 


longtl. feed 23in., cross feed !Qin., speeds 
98-2,000 feeds rein. to i3jin. 
PEARN RICHARDS No. | Horizonta 


Boring and Facing machine with facing 
head, quartering table, Vernier Scale, 
table 203in. by 32in., facing head !8in. dia. 

ROWLAND Model ADD motor driven 
Hydraulic Duplex Surface Grinders, disc 
opening [3 fin. 


ALL MOTORS 400-440 volts, 3-phase, 50-cycle SUPPLY 


LITTON’S MACHINE TOOL CO.,, 


372-378, OLD STREET, LONDON, E.C.1 


LTD. 


Telegrams; “‘ Galloon,"’ Avenue, London. 
























































ne Churchill Cylindrical Grin- | 
der . Fitted with Hydrauto bearings. Hydraulic | 
feed to table. 6in. dia. by 18in. Serial No. 
11081. Max. wheel 18in. dia. Max. revs 1,100. 
Motor speeds 1,430. Wheel W/H Crompton 
Parkinson motor, 71/5,201, 7.5 h.p., 400- 
440/3/50. Metro-Vick. D.C. generator type 
DY1514, 2 poles, 0.67 kW, 6.1 amps., 110 volts, 
1,440 r.p.m, Serial No. 25700B32. Metro D.C. 
generators type BDD256 for workhead. Motor- 
ised suds pump. Indicator. Mandrel for wheel 
balancing.—BOX V285, seme Clifton 
House, Euston Road, N.W 


Belliss & Morcom Compressor, 
2 stage. 500 cu. ft. ! free air per minute 
With direct coupled 


at 108 Ib. per sq. in. 
G.E.C. motor, 105 h.p. No. b9576. 108 kW. 
415/3/50, 333 r.p.m. G.E.C. exciter, 58 volts, 
111 amps., 6.4 kW, 333 r.p.m. Control gear 
fitted with power factor meter and ammeter, 
etc. Inter and after coolers. Safety valves, 
back pressure valves, water flow indicator and 
connecting piping.—BOX T728, “a HINERY, 
Clifton House, Euston Road, N.V 

ne Precimax cach 
Grinder. Serial No. 3362/1816 8.P.1%. 
Capacity 6in. by 12in. Fully hydraulic machine. 
Variable speed table, swivelling. Swivelling 
table, Hydraulic picker feed. Wheel size 10in. 
by lin. Live workhead. D.C. variable speed. 
Continuous rating 3,000 r.p.m. Wheelhead 
motor 1.5 h.p., 400-440/3/50, 2,820 r.p.m. 
Hydraulic motor ? h.p. 400-440/ 3/50, 960 r.p.m, 
Coolant pump and _fittings.— -BOX V 291, 
or rai Clifton House, Road. 
y.W.1. 








Euston 





ne Herbert Junior Hand 
Surface Grinding Machine. Capacity 6in. 
by 4in. Fitted with magnetic chuck and built-in 
motor 400-440/3/50. Suitable for form tools 
and thread chasers. Reconditioned.— BOX 
oa Macutnery, Clifton House, Euston Road, 
y.W.1. 





or Sale—Two Large and Two 
medium sized choppers suitable for Rubber 
Pulverizers, etc.—-Full details to BOX V234, 
7a Clifton House, Euston eed 
N.W.1. 


HORDERN MASON & EDWARDS L25 Open- 
fronted Inclinable Ungeared Power Press, 
25 tons capacity, motor driven 400/3/50. 


PARKES (MACHINE TOOLS) LTO. 
WITTON HAM, 6 


ROAD, BIRMING 
Tel.: EASt 1742. 


yne Ward 1A Capstan Lathe. 
Serial No. WT/A4807. ‘Test No. 3. With 
ball chuck, bar feed and single toolpost. One 
pair of chanve gears. Electric pump.—BOX 
V242, Macutvery, Clifton House, Euston 
Road, N.W.1. 
One Boley Multi-spindle Drilling 
Machine. Eiht spimiles each fitted with 
collet chucks, the max. dia. ia tin. Table area 
litin. by Zin. Table fitted with lift-up lever. 
Motorised 2 h.p., 400-440/3/50, 1,430 r.p.m. 
Overall size 20in. wide by 24in. deep by 72in. 
hich. Approx. weight 10 cwt.—BOX V355, 
ae ‘WINERY, Clifton House, Euston Road, 
-l. 
3A ‘Ward Capstan For Sale, 
fitted with dead lensth collet, chuck and 
bar feed. All electrics 400/3/50.—BOX 1735, 
M we Clifton House, Euston Road, 
1 











Adcock & Shipley No. 3 Plain 

Horizontal Milling Machine. Serial 
No. 7040. Spindle speeds 20-1,400  r.p.m. 
Feeds 16 changes. Table working dims.: 42in. 
by 9in. Longitudinal traverse 28in. Cross 
traverse Sin. Vertical traverse 18in. Table to 
spindle max. 19in. Table to spindle min. lin. 
Double overarm arbor supports. Built-in 
coolant pump. Tank base. 400-440/3/50.— 
BOX V24R, , Clifton House, Euston 





Read, NW. 
Edawick No. 2 Horizontal 
Milling Machine. Serial No. V29283. 


Spindle speeds 9. Range 24-405 r.p.m. Feeds 9. 
Range tin. to 9tin. Table working surface 
38in. by 7éin. Overall table size 46in. by 11in. 
Pulley speed 500 r.p.m. Fitted dividing heal. 
One spare Arbor Bar. Fully motorised 400- 
440/3/50 Push button starters. Dial type.— 
— V25 , Ee, Clifton House, Euston 
oar 


yponeets 6MR 24in. Stroke Shap- 

Machine (New), motorised 400/3/50.— 

sou ‘THERN ENGINEERING & MACHIN- 

| ERY CO., Connaught Buildings, Tanners Brook, 

Millbrook, Southampton. Tel.: Southampton 
73101. 


O'Keefe & Merritt Generator 

for sale, 12.5 kVA. Can be seen running. 
Hae had very little use as it was used fcr stand-by 
plant only. Output rating 120 or 240/1/60.— 
BOX T722, Macutnery, Clifton House, Euston 
Road, N.W.1. 


New Besco Model 54 Type 

VM35/200 Motorised Multi-Purpose Punch- 
ing Machine for sale. For interchangeable tool 
heeds for punching, notching and cropping, etc. 
Max. punching pressure 35 tons. Will punch 
lin. through fin. or 2in. through fin. Vee 
notches in angle iron 2in. by in. Gap 7jin. 
Complete with several tools.—F. J. EDWARDS, 











LimrTrEeD, 359, Euston Read, London, N.W.1, 
or 41, Water Street, Birmingham, 3. Central 
7606- 








New MITCHELL 
LATHE ss.sc. 


Gap Bed. 10}in. H.C. 
by 9ft. Sin. B.C. 


Delivery immediately 
Ex Stock. Price £1,549 


London- 


WELLING & WELLING LTD. 
4, Victoria Street, London, S.W.1 
Telephone ABBey 2341 
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The following are available for immediate delivery. 


LATHES 
COLCHESTER “ Chipmaster ” - 
“Student ° 6”. 
* Master ”* 64”. 
* Triumph " Ww. 
“ Mascot ” 84”. 


“* MITCHELL ” 1 : = 7 we 3 pen. Bed. 
** CARDIFF ”’ bs x 40”. 
x 48”. 
*“WILLSON ”’ me Mark V. 
MYFORD “ Super Seven * on Base. 
BOXFORD 44” x 16” Model CSB. 
44° x 16" Model CSB on 


Base. 
44” x 22” Model CSB on 


Base. 


HARRISON 43°. 
st’. 





MILLING MACHINES 
** VICTORIA *’ U2 Universal. 
U3 Universal. 
V2 Vertical. 
** DENBIGH ”*° C4 Horizontal. 
C4 Variable Speed, Re- 
versing Table. 
** CENTEC ” 2A on Stand. 
2B on Stand. 
** SENIOR ”* Mi aeenaee. 
DRILLING MACHIN 
** PROGRESS ” 14” ri Round Table. 
14” 4E with Suds 
Equipment. 
13” 4E Rectangular 


Table. 
2° 2G Bench 
2” 2GS Pillar. 
4” | Bench. 
4” 1S Pillar. 
13” 3A Pillar. 
** RICHMOND ”° 48” 14° Radial. 





IT SAVES TIME TO RING 


(PLANT FOR SALE com.) 
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SHAPERS 


** INVICTA " 18” No. 4MR. 
** ALBA "* 18” No. 4S. 


HAC a MACHINES 
“WICK + EED ”’ Hydraulic 8”. 
4, ro 


“O& 
“* KINGLEY ° 


FIL ING & SAWING MACHINES 
* EXCEL "’ No. 4. 


DOUBLE ENDED pe 
MOTORISED 
** MILFORD ”* 12”. 
“Ga” bss 
14”. 





“Attractive Hire Purchase Terms and Credit 
Sale facilities upon application.”’ 


Nettlefold & Moser 





NETTLEFOLD & MOSER LIMITED, London — Box 378 





170/194 Borough High Street, S.E.1. Phone: HOP 7111 (40 lines: 


When answering advertisements kindly mention MACHINERY 
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go _ 3 Dial Type Vertical 4 Mac nine = two toolboxes on cross-slide 
illing Machine | and one side toolbox on each upright. Motorised 
CINNATI 3/36 Plain Hydromatic Milling of NEW MACHINES for se. 440 volts, 2 phase, 50 cycles A.C. supply. 
Machine. | NEW. Delivery January, 1958.—W._ K. 
— 1/18 Automatic Milling NORTON — _ TOOLS), Lrp., Gros- 
Machine. venor Gardens ouse, Grosvenor Gardens, 
CINCINNATI No. 2LU Universal Milling IMMEDIATE DELIVERY London, S8.W.1. ‘Phone: Tate Gallery 0633/4. 
Machine. Cables: Norbros, London. 
“ao _ 2T Universal Milling Machine. } 
RMAN 28 Horizontal Millir } > 
Sechina. Sax ‘M6 || MITCHELL 16jin. Lathe, 17ft. 9in. between 
ERT 47V and 28V Vertical Milli | p centres. ‘ ” Maximati 
ecw : bt Sais MARTIN 13in. Gap Bed Lathe, admit 13ft. 1in. ' present Maximatic Auto- 
: oat en Wi vetween centres matic Multi-too athe, capacity Yin 
a 18in. and 24in. Vertical Milling | MEUSER 1 ilfin. Gap Bed Lathe, admit soin. by 42in. Max oming over bed, 18in.: over 
~ SHARPE N op ti between centres. slides, 12in ‘ully automatic. S.c. motor drive, 
a 2 No. 12 Production | CARDIFF 84in. Gap Bed Lathe, admit 48in. | 400-440/3/50. _Air-operated tailstock. — Quick- 6 
HERBERT 98 Combination Turret Lathe. between centres action chuck. Post-war machine.—LEE & 
HERBERT 95 Combination Turret Lathe. “KRETA Sin. Gap Bed Lathe, admit 40in. | HUNT, Lrp., Crocus Street, Nottingham 
HERBERT 4 Senior Capstan Lathe between centres. (Infinitely variable speed.) 


WARD 7, 3A, 2A, 1A Capstans. Arranged J | WILSON 7jin. Mark V Gap Bed Lathe, admit 
































Bar Feed. 8éin. between centres. . ; 
WARD 7 < Combination Turret Lathe. | 1 oe Sed Lathe, admit 40in. Reconditioned Herbert 4BS 
BROWN & SHARPE 2(; and 0<; Autos. | MASTER - ae Bed Lathe, admit 36in. Chucking Capstan, motorised 400/3/50 
BSA. fin. Auto. | ‘between ce SOUTHERN ENGINEERING & MACHIN 
NEWALL 10in. by 36in. Plain Grinder. | EXCEL No. + Tiling and Sawing Machine. | ERY CO., Connaught Buildings, Tanners Brook, 
CHURCHILL BY 1i0in. by 20in. Plain — Southampton Tel.: Southampton 
Grinder. : : : | OLIVETTI 134in. by 48in. Hydraulic Production | “ 
nae ag 3 tegen: | ExCeL Now a Hind; lic Surf irind ee 
. No. 13 Universal | No. 3¢ ydraulic Surface Grinder. 
car = See RPE : SURDETT 18in. by 6in. Hydraulic Horizontal Churehit Redman S.S. & S.C 
a or & SHARPE No. 13 Universal §) ‘ | Gap Bed Lathe. Series 4000. 12in. by 
in Grinder. | &ft. between centres. Swing in gap 4ft. 4in 
Bow & SHARPE No. 2 Universal BEACON & MILFORD ivin., 12in., 14in. and | dia. by 20in. gap; 2ft. dia. swing over slide; 
Grinder, 16in. Tool Grinders. 20in. dia. swing over saddle. Infinitely variable 
Model RA 12in. Ring Grinder, | belt drive to spindle from 3 h.p. motor 400/3/50 
l2in. by 36in ‘niversa With screwcutting change wheels, 4S8in. and 
Grinder. HERBERT, Q. &&., SWIFTCUT and FORTUNA 27in. dia. faceplates, 24in. 4-jaw chuck, 3-point 
42in. Ring Grinder. 6in., Sin., 10in. and 12in. capacity Hacksaw | and travelling steady.— BOX V217, MACHTNERY, 
SCRIVENER 2C Centreless Grinder Machines. Clifton House, Euston Road, N.W.1 
HEALD 468 Borematic. 
DEAN SMITH & GRACE Stin. by 5ft. 8.8. || U) 02 Omnimill. 2 ; 
and 8.C. Lathe. Gap Bed. | ae) V1 Vertical Miller, 40in. by 11in. 
ILDFIELD & SCHOFIELD i2}in. by 7ft. STORIA V2 Vertical Miller, 45in. by 11in. Schuler 25 Ton Inclinable Power 
S.8. &8.C. Lathe. Gap Bed. | VISTORIA V3 Vertical Miller, 60in. by 12tin. Press. Strokes per min. 110. Adjustable 
7in. by 4ft. 6in. 8.8. & S.C. || SEGIC Vertical Miller. 22in. by O¢in. stroke 10-80 mm. 7in. throat (square). 8tin 
Lathe. Gap | TAYLOR Vertical Miller, 17¢in. by 5}in. radial. Bed and bolster 214in. by 134in. with 
TOWN 4ft. No. 4 M.T. Radial Drill, | MARLOW Vertical Miller, 22in. by 6in. llin. bore bolster 24¢in. thick. Minimum day \ 
KITCHEN & WADE jft. No. 5 M.T. Radial J | VIC [A UO Universal Miller, 36in. by Qin. light 12in. from bed, 94in. from bolster, 40 mm 
Drill. | vee Ul Universal Miller, 40in. by 11in. bore in ram. Fitted with 2 h.p. 3 ph. motor 
KEARNS 0A Horizontal Borer. | vee [A U2 Universal Miller, 45in. by 11in. with switchgear and front safety guards. Foot 
Machi Motorised 400-440/3/50 ICTORIA U3 Universal Miller, 60in. by 12tin. | control—BOX. V223, MACHINERY, (Clifton 
achines Moto . 3/5) | VICTORIA U4 Universal Miller, 72in. by 15in. House, Euston Road, N.W.1 
| RICHMOND No. 3 Universal Miller, 48in. by 





WESTERN MACHINE TOOLS | pewaicn c Piain Miller. S¢in. by 10in. 
(SWANSEA) LTD. | CoD jy t- 5 46in. by 10in. 


Drill, 2in. cap. 
72, MANSELL STREET, RICHMOND SRK Radial Drill, 1din. cap. } 














SWANSEA | SEGIC 27in, Kadial Drill, lin. cap. a 
< 1gin. and 2in. Column Drills, | 
Tel.: 50061/2. KERRY iin. and lin. Drills. Vv. & O. 2 Ton Soraighe sau Single 
| PROGRESS, PACERA, DENBIGH and ELEC-|| Geared Power Press, jin. stroke, 
din., 2in., lin., 1tin. and 2in. | 415/3/50. 
Drilling Machines. | # BESCO 8&ft. by tin. Heavy Duty Universal 
+ “1 ; 7. INVICTA 14in., 18in. and 24in. Shape | Bending Machine, hand operated. 
ALBA 10) 30in (Stroke Shaper. |} EDWARDS 4fc. py 12G. Universal Swing 
10in., 14in. and 18in apers. Beam Foldin achine, on stand, hand 
MAIDEN 2in.. 4in. and 6in. Screwing Machines. operated. “ 
| SPEEDAX 20in. and 16in. Bandsaws. 18in. by 6in. Horizontal Surface Grinder, 
| MIDSAW Minor and Standard Bandsaws. | automatic feeds, wheel truing device 
SPEED Abrasive Cutting Off Machines. dust extraction unit, 415/3/50. , 
KALTENBACH Mitre and Bevel Circular Sawing HEALD No. 72A/3 Gagematic Internal 
Machines. Grinder, hydraulic, D.C. motor drive 
" . Ox with converter for A.C. supply. 
New & Used Machine Tools| “SETI * momON sox we | NNER Sac" Aawmc 
aad . ir u ° 
. Two WARD No. 2A Capstan Lathes, 
ELECTRISKA liin. capacity Geared Pillar 
Drill. New. cared Pillar 1 NEW MACHINES DUE SHORTLY | 415/3/50. bar feed, ball chucks, power 
EDWARDS éft. 14 gauge Heavy Duty ‘ 
Universal Folder. * INNS || MITCHELL 8iin. Lathe, 6ft. 3in. between || WARD No. 3A, as above. 
COLUMBIA No. 2 Sensitive type Radial centres. VICTORIA U2 Universal Milling Machine, 
Drill, 2ft. arm, No. 3 M.T EXCEL No. 3C Hydraulic Surface Grindera Table W.S. 40in. by 10in., 415/3/50. 9 
No. 20 Power Press, 2in. Fixed stroke. MURAD iin. and lin. Capstan Lathes. VICTORIA U3 Universal Milling Machine, 
RASKIN 400-ton Single Crank Toggle Press 415/3/50, with vertical milling attachment, 
NORTON Horizontal Spindle Surface | dividing head, etc. 
Grinder. Capacity 8ft. by 16in. ; Inspect under idea] conditions at | f VAN NORMAN No. 3 Plain Horizontal 
yop ry ioe and Swivel- THE F.J.E. MACHINE CENTRE, te | ag pa es Table 
SANT, ANDREA Horizontal Mill. table ISLINGTON PARK STREET, a ee 
72 6. P ae | 
fears: Power feeds all ways, rapid 1) we HIGHBURY CORNER, LONDON, N.1. 


—— motorised 400 volts, 3 phase, 
F. J. EDWARDS LTD., Ko Vary 


STRAIGHT & VINES LTD. 359-361, EUSTON RD., LONDON, N.W.! 4/6, Minerva Road, Park Royal, 
LONDON, S.E.1. Telephone: EUSTON 4681-3771. LONDON, N.W.10 


Telephone: HOP 4364. And at Lansdowne House, 41, Water St., | Telephone: ELGar 4641/2. 


Birmingham, 3. Telephone: Central 7606-8 | 
When answering advertisements kindly mention MACHINERY. 
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NEW MACHINES EX STOCK 
FOR IMMEDIATE cpnanapetd, 


COLCHESTER MASTER Lathes, 6iin. mA 36in.. 
quick change box. Motorised 415 | 
“ACE” Bench Lathe, 4¢in. centres ey “23in 
between. a feed box and on cabinet | 
stand. 415/3 

ROBLING og Node! 600/2, 54in. centres by | 
24in. between, 1,920 r.p.m., accuracy 0.0002in. | 
415/3/50 A.C. | 

Precision Toolroom Lathe. 
P.12, 9in. centres by 44in. between, eng 
r.p.m. Norton feed box, 187 threads Whit- 
worth, metric and module, turning accuracy 
0.002mm., 415/3/50 A.C. 

TROGLIA ‘Lathe Model TPM20, 103in | 
centres by 76in. between, 3lin. in gap, 850 | 
r.p.m., Norton feed box. Whitworth, metric | 
and module. 415/3/50 A.C. | 

ENIOR 3}in./4in. H.D. Bench 

Centre Lathe, 2lin. b.c. Motorised. 
6in. Stroke Slotting Machine, 4 speeds | 
to ram, compound table. Mot. 415/3/50. | 

SENIOR M.1 Horizontal Milling Machines. | 
Table 25in. by 6¢in. W/S, longt. power oy 
spindle speeds 12, 50/1,650 r.p.m., coo 
pump. Motorised 415/3/50. 

P.T.V. Universal Mill. Model 51. Table 33}in. | 
by 8tin., power feed, 60/1,200. Dividing | 


eads, etc. 415/3/50. 

P.T.V. Vertical Mill. Model IV. Table 39in. by 
8tin., power feed ail directions, swivel head, 
rise and fall, speeds 60/1,400, dial change. 
415/3/50. 

ASTRA Vertical Mill. Table 23in. by Sin. hand 
feeds to table in all directions. No. 8 Morse 
spindle. Mot 415/3/50. 

‘AR Tool and Cutter Grinder, capacity 
5in. by 12¢in., with motorised workhead for 
external and internal grinding. 415/3/50. 

Double End Pedestal Grinders, 8in. 
12in. wheels, 415/3/50. 

Q & 8. BSA Hacksaws. Capacity 
6in. by 6in., and 8in. by S8in., coolant pump, 
hydraulic lift, 415/3/50. 


PLEASE ADDRESS YOUR ENQUIRIES TO 
DEPARTMENT “ P.” 


WILLIAM URQUHART 
1023-1027, Garratt Lane, London, S.W.17 
’Phone: WiMbledon 6341 








New COLCHESTER 


| 


Gap Bed Lathe 
8sin. H.C. by 54in. B.C. 
PRICE: £898 Os. Od. 

Delivery, immediately ex our 
London stock. 
WELLING & WELLING, LTD. | 


4 Victoria Street - London - S.W.! 
Telephone: ABBey 234! 











| 
| 





Horizontal | 

Spindle Grinder. Serial No. 9465. No 50 | 
hydraulic horizontal spindle machine, with | 
planetary head. Single spindle Hydraulically | 
operated longitudinal and transverse table | 
feeds. Table 15in. by 28in. Spindle centre to | 
table 17in. Automatic cut-out equipped with | 
Heald auxiliary table unit, with 20in. dia. 
rotary indexing table. Fixture and 3-position | 
micrometer adjusted wheel trueing unit. ' 
Pressure pump and splash guards.—BOX V317, 
“oo. Clifton House, Euston 
N.W.1. 


Heald Internal 


toad, 
‘ 


‘Mascot’ S.S. and S.C. || N 


| lighting to each spindle 





HARRY KIRK 





can rf the ag modern 
quality —~ 44 trom STOCK: 
BROWN & SHARPE HORIZONTAL 
SPINDLE SURFACE GRINDING 
MACHINE. Capacity 18in. by 6in 
INTERNAL GRINDING 
MACHINE. Capacity 24in. diameter by 


92in. long. 

HORIZONTAL SPINDLE 
ROTARY SURFACE GRINDING 
MACHINE, 24in. diameter. Tilting table. 


MODERN OP er ® AL PROFILE 
ING MACHIN 

LANG JUNIOR c ‘ENTRE LATHE Cap 
acity 6¢in. centre height by 30in. between 


GRIND- 


centres. 

HERBERT No. 4 CAPSTAN LATHE, 
fully equipped with Tooling and Bar 
Chuck. 

QUITH 4ft. 9in. PORTABLE UNI- 
VERSAL RADILAI DRILLING 
MACHINE. No. 4 M.T. spindle, 6 speeds 
41/300 r.p.m., motorised 400/3/50 cycles 
supply 

& BENNETT VERTICAL 
BORING AND TURNING MILL, 
Series “ D 36in. table. Max. swing 
42in. Late machine 


B.S.A. 9in. SINGLE SPINDLE CHUCKING 
AUTOMATK Complete with  air- 
operated chuck. 

CHEN 


& WADE VERTICAL FINE 
BORING MACHINE. l4in. stroke. 
Compound table. 

ADE HEAVY DUTY 
PILLAR DRILL. No. 5 Morse. Speeds 


22-1,000 r.p.m. 
WALL CYLINDRICAL 
MACHINE. Type L. Capacity 


by 36in. 

‘0 ENGLEHART HORIZONTAL 
BORING MACHINE, 3in. sliding spindle. 
39in. cross feed. Max. distance spindle 
to stay 96in. Max. distance spindle to 
top table 42in. 


Further details from 
HARRY KIRK 
ENGINEERING LTD. 


BRANDON ROAD WORKS. BRANDON 
ROAD, COVENTRY. 
WALSGRAVE-ON-SOWE 


GRINDING 
10in. 


"Phone: 2213/4. 











ne Leland Gifford Two-spindle 
Drilling Machine. Independently motor- 

ised spindles. Spindle speeds 4. Range 500- 
3,000 r.p.m. Table area 25in. by 154in. Rise 
and fall to knee table. Motorised 400-440/3/50 
Two machines available. BOX V345, 
| Mac HINERY, Clifton House, Euston Road, N.W.1. 


ew Boxford Model B Lathe, 


complete with stand, standard equipment, 


motorised 220/1/50. In Stock for your inspec 
tion —JAMES W. CARR & CO., Lrp., 7/15, 
Rosebery Avenue, London, EC.1 Tel.: Ter- 


minus 8866 (P.B.) 


ne Herbert ‘Two-epindls Drill- 
ing Machine. Motor type No. SA53. 
Motorised each spindle. Spindle speeds 2,000, 
3,500, 5,600 r.p.m. Rise and fall table. Table 
working surface 154in. by 24in. Throat 7in. 
Max. distance spindle to table 30in. Built-in 
Motorised suds pump 
and fittings. Push-button starter, 400-440/3/50 
BOX V364, = HINERY, Clifton House, 
Euston Road, N.W 


One Pollard Corona Vertical 

Borer. Vertical traverse of spindle 12in. 
| One spindle speed approx. 350 r.p.m. Spindle 
bored No. 4 Morse taper. Power feed to spindle. 
| Motorised 5 h. .p. Crompton Parkinson motor, 
| 400-440/3/50, r.p.m. Motorised coolant 
pump.—BOX V359,  cpapmeamennes Clifton House, 
Euston Road, N.W. 


Robot Surface Grinder. 6in. by 
18in. Auto. feeds to table, fully motorised, 

reconditioned.—BOX. V ze A 

House, Euston Road, 


| Pollard 4 rie rg aa with Pole 

change motors to each spindle. No. 3 
Morse taper. Hand feeds to quill. Electric 
suds pump.—BOX aes MACHINERY, Clifton 
House, Euston Road, N.W.1. 
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Rs ore 


a 


a eee A-4 MACHINE TOOLS 


STOCK. 
MILLERS. 
DENBIGH C4 Universal, 46in. by 10in. New. 
VICTORIA Model U2, 45in. by Ilin. New. 
VICTORIA Model U!, 40in. by Ilin. New. 
VARNAMO 50in. by !2in. Universal. New. 
CINCINNATI 2M Vertical, S2in. by !Ofin. 


CINCINNATI No. 2 Plain, Dial Type. 
CINCINNATI No. 4 Plain, Dial Type. 
KENDALL & GENT No. 25RVM Vertical. 


CAPSTANS AND TURRETS. 


WARNER & SWASEY No. 2, Chucking. 
WARNER & SWASEY No. 3. Chucking. 
WARD 2A and 3A, Bar Feed Capstans. 
HERBERT 48, Bar Feed. 

WARD No. 7 Capstan. Covered bed. 
WARD No. 8 Combination Turret. Covered 


bed. 
HERBERT 28. Bar Feed. 
PEGARD 2iin. Bar Feed. Several. 
WARNER & SWASEY No. 4 Preselector 


Chucking. 
HERBERT |S. Bar Feed. 
GISHOLT No. 3. Bar Feed. 
LATHES. 
FABIUS 8}in. Too! Room Lathe 
GRINDERS. 
CHURCHILL I2in. Model HBY Internal 


Hydraulic. 
THOMPSON Gin. by !8in. Hydraulic Surface 
Grinder. 
JONES & SHIPMAN 6in. by |8in. Model 540. 
NORTON !2in. by 36in. Universal. 
NEWALL Mode! LU I0in. by 24in. Universal, 
with Internal Spindle. Hydraulic. 
LANDIS /0in. by 48in. Type C Plain Hydraulic. 


PLANERS AND SHAPERS 
HULSE 24ft. by [0ft. by 10ft. Planer. 
DIMCO 24in. Shaper. New. 
WOTAN 27in. Shaper. Hydraulic. 
NEW ENGLAND Shaper, |0in. 
BURDETT Siotters, 7in.-!2in. New. 


DRILLING AND TAPPING. 
ASQUITH 6ft. Arm Universal Radia! Drilling 
proag ed with swivelling arm and saddle. 
Low 
MULLER’ UG3 Precision Tapping Machine, 
din. capacity 
HULLER UGS Precision Tapping Machine, 
din. capacity 
JONES & SHIPMAN “ Electrotap "’ 
cision Tapping Machine, gin. capacity. 


AUTOMATICS. 
FOOTBUART i in. 
B.S.A. jin. long stroke. 
MISCELLANEOUS. 


BALLINGER 2in. Capacity Abrasive Cutting- 
off Machine. 
BUYSER Light Jig Borer, 


All machines motorised 400-440/3/50 cycles. 
Detailed stock list on application. 


DIMC 


415-417 
PHONE 


4 boxes. 


Pre- 


table 24in. by Yin. 


O LTD. 


OXFOR 


MAYFAIR 





Potter & Johnson 5D Semi- 

automatic machine. Powerful, large capa- 
city machine, well equipped. Modern machine. 
Fully motorised.—For further details apply to 
BOX V151, MacHinery, Clifton House, Euston 
Road, N.W.1 


When answering advertiqunente kindly mention MACHI NERY 
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for sale. 1@in. capacity bar machine. 

Countershaft drive but could easily be motorised 

. . Very nice condition. Some equipment available 
—~BOX T570, Macutnery, Clifton House, 


SEDGWICK Univ. Plate Bender and 


Euston Road, N.W.1 

Folder, 6ft. x sin. cap. complete with 1| wxcello Fine Borer, Style 1212A 
standard tooling, full elect. equip., E - : > * ca 
excellent condition, ready for oferation. fitted with two heads and fully motorised 
EDWARDS Und k Guill Bft | with electric control switches Hydraulic 
- ngercran ws hol * | | feeds sin. to 60in. per min. Table travel 12in., 
x gin. cap., guides, guards and holdown. F | tabje area 22in. by 13¢in. Minimum hole 

Elect. equip., excellent cond., ready for || iin dia. ‘ 





Centre height 8&4 in Very good 
operation. | condition BOX. T557, Macnuinery, Clifton 
EDWARDS 6ft. x I4g Chicago type House, Euston Road, N.W.1 


. Folding Machine, hand ——e- beak _ 
in. ILLSON SS. S.C. Lathe, 
yo me condition. Bechler Model AE.4 Swiss Auto., 


7tin. WILLSON SS. & S.C. Lathe, capacity 4mm. bar machine, 4 tool slides 
excellent condition. and tailslide. Motorised 400/3/50. 3 h.p. motor 
ACME-GRIDLEY Automatic. 4 spindle, || mounted on outside bracket——-BOX T5s2, 
37xin. cap., considerable equipment. | MACHINERY, Clifton House, Euston Road, 
CHAMBERSBURG CECOSTAMP N.W.1. 


Stamping and Pressing Machine, bed and - 
ram areas 96 in. and 48in. air controlled. 





PROGRESS 4€E Pillar Drilling Machine NORMAN E. POTTS (B’HAM) LTD. 
with circular table and suds equipment. ities sss. 
New. : 


ABRASIVE 38 24in. by Sin. Hor. spindle 


Fully detailed Stock Lists available. Surface Grinder. 
CINN 


All Machines motorised 400/3/50. = ATI No. 2 Dial type Vert. Miller. 

BARNES “ Hydram’’ Hydraulic Drilling, 

CHARLES E. MATTHEWS Boring and Reaming or Multi-spindle. 
4in. cap., 36in. stroke. 6 M.T. 30 h.p 

(MACHINE TOOLS) LTD. LOUDON 2ift. by 6ft. by 6ft. 6in. Double 

34, GLADSTONE ROAD, Column Planing Machine, with 3 Tool- 

CROYDON, SURREY. poy and Lancashire motor drive. New 


THOrnton Heath 1783. 130, MOSELEY ROAD, BIRMINGHAM, 12. 


VIC. 1278. 

















adkin Radial Arm Spar Dril- 
ling Machine, 4 spindle speeds 250 to 
3,000. Power feed, No. 3 Morse taper in spindle, 
4 h.p. motor.—-BOX T1634, Macuinery, Clifton FOR IMMEDIATE SALE 
House, Euston Road, N.W.1. : 
3-Electric Box type Vitreous Enamelling 
rn (Se Pera Annealing 250 kw. Furnaces. Internal 
dimensions 54in. wide by 32in. high by 
Asquith Twin Headed Keyseat- 13ft. deep. Complete with loading forks, 


ing Machine. Series 8.3160. Table 18in. power operated door and temperature 
long. 6in. between spindles. 3 spindle speeds control gear 0-1000° C. by Cambridge. 
500 to 2,000 r.p.m. Mechanical reciprocating In first class order throughout and avail- 
table with 8 cycle speeds 4.7 to 36 per min. able for inspection. 
Automatic cam feed to depth. Self-contained P 
motor and suds pump.— BOX V261, MACHINERY, The General Electric Co. Ltd. 


Clifton House, Euston Road, N.W.1 Swinton Works, Mexborough, Yorks 


Wanderer Thread Milling Ma-| ———— ane : 
chine, serial No. 24300. 1tin. dia. capa- Cincinnati Dial Change No. 3 
city, 8in. traverse. Built in motor, 2 speed 











- . ite 28 ; > Vertical Milling Machine. American manu- 
— Le anereny © fe 6 ot facture. Fitted with sliding head and aill 
House, Euston Road, N.W.1. oon power feeds. Fully motorised 400/3/50. Excel- 


lent machine. Seen London.—BOX V155, 
celina ——_—_____—- | Macuinery, Clifton House, Euston Road, 
N.W.1. 


ndex 12 mm. Single-spindle =a = ; 
automatic machine, 11000 series, Six - 
hole turret machine with third slide, high speed | Oft- ge ag pang Ma 
drilling and slotting attachment. Auxiliary _ chine. ited with box table (loose). 
drive for attachments fitted. Bar feeds, tube | D.C. variable-speed motor drive to quill spindle 
and stands, Fully motorised 400/3/50.— Write and A.C. motor and generator with control 
to BOX V175, MACHINERY, Clifton House, | Panel. All in very good condition.—Apply 
Euston Road, N.W1. j . — ~~ _ HINERY, Clifton House, Euston 
. ite Road, N.W.1. 


Cardiff S.S. & S.C. Gap Bed|[ndex 52 Single-spindle Auto- 
Centre Lathe, 7in. height by 40in. between |. matic machine, 40,000 series Capacity 
centres Motorised 400/3/50.—SOUTHERN | 2in. dia. bar. Fitted with 3rd slide and bar 
ENGINEERING & MACHINERY CO., Con- | tube and stand. This machine is in excellent 
naught Buildings, Tanners Brook, Millbrook | Sore. A nearly ae er A attachment 
“Fe 7 "| could be made available if required. Seen anc 

Southampton. Tel.: Southampton 73101. | tried "in Weybridge area.—BOX  Vi68, 
| MACHINERY, Clifton House, Euston Road, 


| N.W. 
One Electric Girder Drill. | 
| 


No. 1102. Capacity No. 2 Morse, hand 
feed, swivel arm and pedestal. Motorised |(Conomatic 4-spindle Automatic. 





Higgs 4 h.p. motor A.C. 400v., 3ph., 1,425 r.p.m. } Capacity 3tin. dia., 3gin. hex., 2#in. 
No. 242617. Push-button switch. Arm | square. Bar feed equipment. 25-h.p. motor, 
extended 37in. Base size 14in. by 9in. Height | 400/3/50. Excellent condition, 1943 manufac- 
from bottom of taper to base 15in.—BOX V336, | ture. Reasonable offer.—BOX T760, 


Macuivery, Clifton House, Euston Son, | Sane, Clifton House, Euston Road, 
N. N.W.1. 


January 17, 1958 


‘Cleveland Single Spindle Auto. | OQmes Upsetting Machine, Type 


R.T. Serial No. 154. Approx. capacity 
15 kW. Hydraulic ram. Fully motorised 
400/3/50.—BOX T683, MAcHINERY, (Clifton 
House, Euston Road, N.W.1. 





LEONARD ROTH 


ABBOT STREET, 
KINGSLAND HIGH STREET, 
DALSTON JUNCTION, 
LONDON, E.8. 

TERMS ARRANGED. 

Tel.: CLIssold 0513/4. 
RICHMOND Horizontal Milling Machine, 

Type 0.3, with vertical attachment, 
40in. x 9in. Table, 460/3/50. £250 
ALBA 22in. Shaper, Motorised 400/3/50. 


WARD No. 8 Combination Turret Lathe, 
3tin. h.m., 12in. 3-jaw chuck. 10-h.p. 
Motor 400/3/50. £350. 

0 K No. 2 Capstan for chucking 
and collet operation, suds pump, ete. 
400/3/50. £195. 


WE HOLD BIG STOCKS OF LATHES, 
SHAPERS, MILLS, DRILLS AND 
PRESSES. PLEASE WRITE FOR 











Bliss 18 Power Press For Sale, 

Serial No. 54639. Variable stroke ¢ to 2. 
Motorised 400/3/50. Fitted with safety guards.— 
BOX T692, MacnineRy, Clifton House, Euston 
Road, N.W.1. 


Herbert Hunt Tap Grinding 

Machine. Capacity 4in. to 2in. dia. taps. 
Motorised. Cheap.—BOX T666, MACHINERY, 
Clifton House, Euston Road, N.W.1. 











INVITE ENQUIRIES 
FOR REPRECISIONED 
AND GUARANTEED 
JIG BORERS 
AND GRINDERS 
OF ALL TYPES 


* 


The Newall Used 


Machine Division 


Oundle Road Works, 
ORTON LONGUEVILLE, 
PETERBOROUGH. 
Telephone 6116 














When answering advertisements kindly mention MACHINERY. 
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FOR MACHINE TOOLS 


Below are selected offers from our extensive and 


varied stock 








SLOTTING MACHINES 


CRAVEN 7fc. 
Machine. 
MUIR I7in. Stroke Vertical Slotting Machine 


GRINDING MACHINES 


CHURCHILL Plain Hydraulic Cylindrical 
Grinding Machine 


stroke Vertical Slotting 


Model BY capacity 
1Oin. by 20in. 
SCRIVENER No. 2 Centreless Grinding 
Machine. 


LANDIS Plain Hydraulic Cylindrical Grind- 
ing Machine, capacity |0in. by 96in. 

LANDIS) Hydraulic Universal Grinding 
Machine, |4in. by 36in. between centres 

LANDIS Type D Hydraulic Crank Pin 
Grinding Machine, capacity 2lin. by 72in. 

NEW EXCEL No. 3 Hydraulic Surface 
Grinding Machine 

NEW EXCEL No. 5 Tool and Cutter Grinder 

MATTISON Hydraulic Horizontal Spindle 
Surface Grinding Machine, 60in. by I4in 
by I4in 

BROWN & SHARPE No. 2 Surface Grind- 
ing Machine, capacity 6in. by |8in. 

ee Universal Grinding Machine, 

“C", capacity I2in. by 36in 

LANDIS Type “CC” Plain Hydraulic 

Cylindrical Grinding Machine, capacity !0in 


by 36in. 

NORTON Gin. by (8in. 
Grinding Machine 

SNOW Mode! VAI2 Vertical 
Surface Grinding Machine. 

BROWN & SHARPE No. 22 Electrically 
Controlled Plain Grinding Machine, capacity 
10in. by 36in. 

CHURCHILL Universal Grinding Machine 
10in. by 24in. between centres. 

B.S.A.-LANDIS Type *C" Plain Hydraulic 
Cylindrical Grinding Machines, 6in. by 
30in. (Two available.) 

CINCINNATI No. 2 Universal Tool and 
Cutter Grinder 


BORING MACHINES 

ASQUITH 7in. 
Machine 

a 48in. Vertical Boring Machine 


Piain Cylindrical 


Spindle 


Horizontal Floor Boring 


(1954). 

BERT HIEZ Model 9340 Vertical Boring Mill, 
table diameter /7ft. !0in., maximum 
turning capacity 9ft. 6in (1953 ) 

GRAFFENSTADEN Mode! TW 1/8! Vertical 





Boring Mill, table diameter 6ft.. maximum 
turning capacity 6ft. 7in 

MILLING MACHINES 

SUNDSTRAND = Hydro-Screw Rigidmil 
Automatic Production Milling Machine, 


table 7lin. by I4in., table traverse 48in 

CINCINNATI | 12 Horizontal Production 
Milling Machine. 

RICHMOND Mode! 03.5D Universal 
Milling Machine with Dividing Head, 
Vertical Attachment, etc 

NEW VICTORIA Model V2 Vertical Milling 
Machine. 

CENTEC Model 3R Automatic Production 
Milling Machine, table 8in. by 30in. 

CINCINNATI 2M _— Universal 
Machine. 

REINECKER Vertical Milling and Jig Boring 
Machine, table 32in. by I34in. 

MILWAUKEE No. 4H Plain Horizontal 
Milling Machine, table 74in. by I54in. 

CINCINNATI No. 3C Plain Horizontal 
Milling Machine. 


Milling 


VICTOMATIC Automatic Cycle Pro- 
duction Milling Machine, capacity 50in. by 
10in 

GEAR MACHINES 

ORCUTT 24in. Gear Grinding Machine 

KOLB Gear Grinding Machines 

SYKES V.10 Gear Generator. 

GLEASON 3in. Bevel Gear Generators, 
(Two available.) 

GLEASON No. 9 Bevel Gear Completor 
Machine 

DRILLING MACHINES 


KITCHEN & WADE 28V10 Single foindie 
Vertical Drilling Machine, No. 4M 

ARCHDALE Multi-spindle ely Hichiae, 
36 spindles. 

HETTNER Radial Drilling Machine having 
10ft. Radial Arm elevating column type. 

POLLARD Model I2MXT Multi-Spindle 


Drilling Machine, twelve adjustable 
spindles. 
TOWN 30in. Vertical Spindle Boring, 


Drilling and Tapping Machine, No. 5 M.T 
RICHMOND 3é6in. Radial Drilling Machine 
CAPSTAN & CENTRE LATHES 
WARD 3A Capstan Lathe. 

DEAN, SMITH & GRACE Centre Lathe, 
6tin. by 3lin. between centres. 

CRAVEN Sliding Bed Break Lathe, 8ft. dia 
swing by |7ft. 6in. between centres 

EDGWICK Centre Lathe. 74in. by 42in 
between centres. 

WARD 78 Hexagon Turret Lathes with bar 
feed. (Two available.) 

OLDFIELD &@ SCHOFIELD Boring and 

Surfacing Lathe, cross-traversing Turret 


type. 

LE BLOND Regal Centre Lathe, 9}in. by 
42in. between centres. 

BARDON & OLIVER No 
Lathe. 

BRADFORD 8tin. centre height by 30in 
between centres Centre Lathe. 





5 Casptan 





| 
| 





Machine Tool needs suited to a ‘“‘T” from our sto:': 


HERBERT No. 8 Combination Turret Lathe 

DEAN, SMITH & GRACE Centre Lathe 
I2in. by 60in. between centres 

WARD 2A Capstan Lathe 

URQUHART LINDSAY & ROBERTSON 
ORCHAR Centre Lathe, I6in by 30ft 
6in. between centres 

LIBBY Model 2H-8 Combination Turret 
Lathe, 84in. hollow spindle 

SWIFT Gap Bed Centre Lathe /Sin. by /Ift 
between centres, swing in gap 54in. by 


1Bin. 

HERBERT No. !2 Combination Turret 
Lathe with comprehensive tooling 

NILES Centre Lathes I3}4in. centre height 
by 27ft. between centres. (Two available.) 

NILES Centre Lathes, ISin. centre height by 
28ft. becween centres. (Two available.) 

a, road Capstan Lathe with bar feed 

quipme 

BETTS-BRIDGEFORD Centre Lathe, 15Sin 
centre height by (6ft. between centres. 
(Two available.) 

AUTOMATICS 

ACME GRIDLEY Mode! RA6 2jin. spindle 
Bar Automatic. 

PONGRACZ ‘Single 
capacity, 10 mm 

CONOMATICS 3}in. 4-spindie Bar Auto- 
matics. (Three available.) 

PLANNING MACHINES 

URQUHART LINDSAY & ROBERTSON 
ORCHAR Spiral Drive Heavy Duty 
Planing Machine, capacity !6ft. by Sft. by 


5ft. 

STIRK HILOPLANE Heavy Duty Planing 
a Capacity I9ft. by 7ft. 6in. by 
Sft. 6in. 

STIRK Model CX Peeing Machine, capacity 
l6ft. by Sft. by 5Sfr 

MISCELLANEOUS 

BRON X Press Brake, capacity 8ft. by gin. 


Topical 
Touch 


Spindle Automatic 








Empire Blend ? 








All the machines on this page are motorised for 400-440 volts, 3 phase, 50 cycles 
For further details of any item listed or for a copy of our complete Stocklist write or ‘phone : 


NEWMAN INDUSTRIES LIMITED 


Machine Tool Division 


Telephone: Chipping Sodbury 331! 
Birmingham (Midland 1143). 


Branches at: London (Sloane 8206). 


YATE, BRISTOL 


Telegroms : 
Manchester (eusneets 2837/8. ) 


When answering advertisements kindly mention MACHINERY. 


“Dy namo Yate 
Glasgow (Central 2101/2). 
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ELGAR 


NEW MACHINES FOR 
IMMEDIATE DELIVERY 


AUTOMATICS. 

TRAUB A.15 Single Spindle. jin. bar 
capacity. 

UB A.25 Single Spindle lin. bar 
capacity. 
AWING. 

KOLLE BSH. 40M. Friction Bandsaw. 
Table 22in. 24in. Cutting speeds 5,400 
ft./min. 

KOLLE BS.40F Bandsawing and Filing. 
Table 22in. 24in. Speeds infinitely 
variable 40-330 ft./min. 

‘O- INATE BORER. 
EMTOC Smal! (‘o-ordinate Borer Table 


26iin. < llin. Spindle speeds 350-2,800 
r. p.m. 

MAS VR.2 Radial Drill. Max. drilling 
capacity in ~% iron lain. Spindle speeds 
90-4,500 r.p.1 

MAS Vit.4 Radial Drill. Max. drilling 
capac ity in cast iron 2in. Spindle speeds 
45-2,000 r.p.m. 

MAS VK.6 Radial Drill. Max. drilling 


capacity in cast iron 34in. Spindle speeds 


16-1,400 r.p.m. 


WEBO TS.) Bench Type. Capacity (in. 
Spindle speeds 18,000 r.p.m. 

MODEL WR.80/3-2 Heavy Duty Radial 
Drill. Drilling capacity in C.I.  4in. 
Max. drilling radius 11ft. 6in 

G CUTTING. 
VOLMAN Model OH.4 Spur and Helical 


Gear Shaper. Capacity 6 D.P. « 6¢in. dia. 


VOLMAN Model FO.6. Heavy Duty Gear 
Hobber. Capacity 6 mod 3lin. dia 
OLMAN Model OF.10 Heavy Duty Gear 
Hobber. Capacity 2 D.P. 49in. dia 

RIND) ‘ 

A.T.F. AU.400 Tool and Cutter Grinder. 
Max. work (dia. 7 {in. 19jin. 

A.T.F. AU.500 Universal Tool and Cutter 
Grinder Hydraulic table feed. Capacity 
10in. dia. 25 4in. 

EXCEL 3/12 Surface Grinder, 24in. Sin. 

GIUSTINA RU.1000 Universal Grinder. 
Capacity 12in. 40in 

KARSTENS US.i6a. Precision Hydraulic 
Universal. Centre height 5in. 20in. 

OLIVETTI 4/1200 Hydraulic Production 
Grinder. Capacity 13j}in. dia. 48in. 

IN RUR.500 Universal. Capacity 10in. 
20in. 

DER JOH3/1500 Universal Surface 
and Slideway Grinder. Table 60in. 
20in. 

HORIZONTAL BORING AND MILLING 
EFUM (WCS0, 3in. spindle. Table 
35in. 44in. Speeds: spindle 15-515 
r.p.m., faceplate 15-300 r.p.m. 

EFUM HWC110 4in. spindle. Table 
47in. * 55in. Speeds spindle 84-562 
r.p.m., faceplate 84-316 r.p.m. 

LATHES. 


& LEINEN Sk26rg Precision Ver- 
Bar capacity 1 in. 
MLZ4S Precision Lathe, 


BOLEY 


tical Turret Lathe. 
LEY & LEINEN } 


with multiplicator feed box. Spindle 
speeds 134-1,515 r.p.m 

VOLMAN Model 8.28 Tool Room Lathe. 
Centre height 54in. = 30in. Spindle 
speeds 20-3,150 r.p.m. 

ZBROJOVKA Model SVIRSR High Speed 
Precision Lathe. Centre height 7 in. 


60in. Spindle speeds 14-2,800 r.p.m. 


MILLERS. 
BEICHLE WF .3 Die Miller. Working range 


25 tin. 17 in. lljin. Spindle speeds 
95-5,000 r.p.m. 

BUSCH NF1/500 Keyway Miller. Max. 
slot width 1iin. 20in. long 

IEW O) 4FYA Vertical Miller. Table 
16in. = 79in. Spindle speeds 18-1,300 
r.p.m. 

Universal Miller. Table 

60in. x 12in, 


ELGAR MACHINE 
TOOL CO. LTD., 


172-178, VIGTORIA ROAD, 
ACTON, LONDON, W.3. 


Tel.: Acorn 5555 (7 lines). 








H. BELL (‘co) LTD 


Offer from stock: 

FROST 8ft. by fin. Cramp Folder. 
list to beam, beam has swing end. 
400/3/50. 

CLIFTON & BAIRD 24in. Model ACS 
Automatic Cold Saw. Cap. Bin. Will 
cut bars to predetermined lengths. 
Hydraulic feeds and clamping. 

PLANER, JOfc. by 3fct. by 3fc. capacity. 
| toolbox. Table driven by rack and 


Power 
M.D. 


Pinion. 
ARCHDALE 30in. Vertical Millers. Speeds 

to 522 r.p.m. ith Sin. circular table. 
CINCINNATI O8 Vertical Miller. Table 


244in. by Yin. Speeds 150-1,300 r.p.m. 
WANDERER Horizontal Production 
Miller. Table 234in. by 74in. Long 


traverse 22in., and quick power. 
DARLING & SELLARS 6A Combination 
Turret Lathe. Centre height !O}{in. 
Admits 6ft. between centres. 
WILLSON 7tin. S.S. & S.C. Gap-Bed 
Lathe. Admits 3ft. between centres. 
— No. 7 Capstans. Speeds to 416 
p.m. Open head type 
JONES & SHIPMAN 2in. by 36in. 
Universal Grinder. Hydraulic table oper- 


ation. 
JONES & SHIPMAN I2in. by 36in 
Plain Grinder. Admits grinding wheels 


i4in. dia. by tin. face. Variable 
hydraulic table feeds. 
HERBERT 3A Chucking Automatic 


Speeds to 500 r.p.m. 

PETERMANN Mode! P.4 Automatic. 
Six radial tool stations. Post-war machine, 
with bar feed equipment, etc. 

WICKSTEED 28in. Cold Saw. Takes 
blades 28in. dia. Cap. in mild steel, 
9in. rounds, Yin. squares and |8in. by 6in 
joists. 


Fer full list of medern motorised 
machine tools write or ’phene :— 
H. BELL ("2") LTD 
WALTER STREET, LEEDS, 4. 
Tel. 63-7398. 











Large Electrical Muffle Furnace, 


Box type with Balance Door. Inside 
dimensions 72in. d., 30in. w., 18in. h., for 
1,000 deg. C. W.T. Heavy Elements 50 kW 
for 400-440v., 3-phase, mains. Complete with 
Controlling Pyrometer and Switch Gear. Price 
£495.—BOX V281, MAcHINERY, Clifton House, 


Euston Road, N.W.1 


New Drilling Machines. 
RICHMOND 4ft.  6in. Radial Drill, 
model HB3/12, 2in. cap., with coolant equipment 
RICHMOND 36in. Radial Drill, model SR2, 


liin. cap., with power elevation and coolant 
equipment. 
PROGRESS 5E, 2in. cap. Pedestal Drill. 
PROGRESS 4E, liin. cap. Pedestal Drill 





OUR H.LP. ome ES ARE STILL ONLY 
5 PER CENT. PER ANNUM. 

G. M. BUC ‘KINGHAM, Lrp., 8, Clarendon 
Avenue, Leamington Spa. Tel.: 1215 





NORMAN E. POTTS (B’HAM) LTD. 
offer :— 


20in. Plain Horizontal Milling 
Double overarm support. Dial 


ARCHDALE 
Machine. 


feed and speed change. Motor drive. 
type “V" Junior 2-spindle 
Drilling and Tapping Machine. Indepen- 


dent motors. Brand New. 
RRASIVE Model 3B Horizontal Spindle 
Surface Grinder. 24in. x 8in. table. 
Motor drive. 
QUHART LINDSAY i6in. Centre Lathe, 
swing over bed 32in., distance 
between centres 30ft. Motor drive. 
No. 6 W.8.L. Multi Tool 
Lathe. Front and rear slide. Condition 
as new. Motor drive 
CINCINNATI Production Miller 1/18. 


106, LORD STREET, WOLVERHAMPTON. 
Tel.: 23727. 


8.8.8.C. 











IN STOCK 


KNEELESS TABLE TYPE 


VERTICAL 
MILLERS 














CVM25 KENDALL & GENT. Separate motor 
drive for spindle, table and rise and fall of 
spindle head, with circular table, table dia 
30in., capacity 30in. by 36in. by 32in., 
18 spindle speeds from 15-320 r.p.m. 

47V HERBERT. Multi motor drive, table 
72in. by 17in., capacity 48in. by 16in., max. 
distance table top to spindle nose 23in. 
16 spindle speeds from 21-750 r.p.m. 

28in. CINCINNATI Hydrotel. Fixed height bed, 
single power control lever, stepleas feed 
regulation, rapid power traverse, multi-motor 
drive, table working surface 28in. by 83in.. 
capacity 60in. by 30in. by 14in., vertical 
travel of spindle head gap 38in., 16 spindle 
speeds from 52-1,300 r.p.m, 

We also have a good stock of Table Type 
Milling Machines, Plain Horizontal, Universal 
and Vertical, by Cincinnati, Archdale, Brown 
& Sharpe, Parkson, etc., available. 


Inspection invited. 


Full details on request to- 


SOAG MACHINE TOOLS LTD., 


‘Grams: Sotoolsag, London, 8.E.11. 


Kearns OB Horizontal Boring 


Machine. 2{in. travelling spindle. Table 

36in. by 30in. Spindle speeds to 400 r.p.m. 

M/d 400/3/50 ALBERT EDWARDS (MACH- 

INERY Lrp., 79/89, Pentonville Road, 
London, N.1. 'P hone TERminus 0167/8/9. 

rummond Electraulic 12-ton 

Press. 18in. gap under ram. Qin. throat 

to ram centre. 44in. gap in bed. 17in. ram 

stroke. Front safety trip guard and side guards 


Motorised 2 h.p. 
Clifton House, 


Total bed area 15in. by 10in. 
3 ph.— BOX V258, MACHINERY, 
Euston Road, N.W.1 


Hanson & Whitney Thread Mill. 

4in. by 9in. Fully motorised and well 
equipped.—BOX V266, Clifton 
House Euston Road, N.W. 


i. HINERY, 


Horden 160 Ton High Speed 

Friction Screw Press, type 4A. Steel 

| frame, 13in. stroke, 21 per cent. tool space, 

6iin. screw, 10 h.p. motor drive.—-BOX V212, 

MAcaINERY, Clifton House, Euston Road, 
N.W.1. 

Taylor Rotary Power 


“George 


| Vee-rope drive. 3 


10in. dia. Fully motorised 
h.p. motor at 940 r.p.m. 
400-440/3/50. Equipped with 10in. saw blades. 

BOX V473, Macuinery, Clifton House, 
Euston Road, N.W.1. 


Saw. Blade 


When answering advertisements kindly mention MAC HINERY. 
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FOR 


OFFER FROM STOCK— 


AUTOMATICS 


WICKMAN 5-spindle Bar Automatics, 
Ijin. capacity. Serial Nos. 423464 5. 


BROWN & SHARPE OOG Bar Auto- 
matic, Vertical Slide, Bar Stand, turret 
tools, collets. Serial No. 12715 


CAPSTAN & TURRET LATHES 


WARD 2A Bar Capstan Lathe, fitted collet 
chucks, speed 7! to 1,53! r.p.m. Serial 
Nos. WT/G. 7223. 


HERBERT 48S Bar Capstan Lathe, fitted 
turret toolholders, pump, bar feed, speeds 
30 to Si! r.p.m. 


HERBERT No. 20 Combination Turret 
Lathe, 7jin. diameter spindle, 28in. swing 
over bed, 97in. distance spindle to turret. 
Speeds 5 to 20! r.p.m. 


CENTRE LATHES 


BROADBENT I/4in. S.S. & S.C. Gap Bed 
Lathe; admits 90in., swings in gap SOin., 
speeds 5°5 to 204r.p.m. Well equipped. 
Nearly New. 


CHURCHILL REDMAN 24 ND Facing 
and Boring Lathe, gap bed, hexagonal 
turret. Fitted 20in. dia. chuck. Speeds 
14 to 408 r.p.m. BUILT 1950. 


WILLSON Mark V 7}in. by 48in. S.S. & 
$.C. Gap Bed Lathes, admits 48in., speeds 
54 to 954 r.p.m. and 37 to 739 r.p.m. 
NEW. 

DEAN peta tag & GRACE Mode! “AN” 
Thin. 48in. S.S. & S.C. Straight Bed 
Lathe, ee 11 to 490 r.p.m. Serial No. 
20300. 

REIDEN 7jin. by 40in £5. & S.C. Gap Bed 
Toolroom Lathe, titted taper turning 
attachment, pump, ee chuck, speeds 25 
to 1,350 r.p.m. NEW 

MYFORD Super Seven ‘ailie 3¢in. by 19in., 

te speeds 25 to 2,150 r.p.m. NEW. 


MACHINERY 


‘fed Ad 





Adverti (PLANT FOR SALE, contd.) 


169 


“NEARLY NEW” 


DRILLING MACHINES 


G.S.P. 9c. Elevating Arm Radial Drilling 
Machine, type 48-§-25, No. 6 M.T. Spindle, 
capacity 34in. in steel. Maximum height 
under spindle 75in., speeds 8 to 1,725 
r.p.m. Nearly new. 

ARCHDALE 3ft. 6in. Elevating Arm Radial 
Drilling Machine, speeds 88 to 2,000 
r.p.m. Serial No. RD. 5375. 

PROGRESS 3A Pillar Drilling Machine. 
Circular table. NEW. 


GRINDERS 


BURDETT Hydraulic Horizontal Spindle 
Surface Grinder, capacity I8in. by 6in. 
by !Oin. For early delivery. NEW 

LANDIS Hydraulic Universal Grinder, 
type “C", capacity [Oin. by 24in. Serial 
No. 27916. 

MYFORD M.G.!2 Plain Cylindrical Grinder, 
capacity Sin. by I2in. NEW. 

DISKUS Vertical Spindle Surface Grinder, 
24in. dia. wheel. Buile 1939. 

NEWALL Mode! 420 Thread Grinder. 
Wellequipped. Built 1943. 


MILLING MACHINES— 
Vertical 


CINCINNATI No. 4 Dial Type Vertical 
Milling Machine, table 78 in. by {64in., 
rapid and power traverses 4Zin. by I6in. 
by I6in. Speeds 18 to 1,300 r.p.m. 
British buile 1941. 


ASQUITH two-spindie Vertical Milling and 


Profiling Machine, type LDP, speeds 250 
to 3,000 r.p.m. Nearly new. 


Universal 


CINCINNATI No. 4 Dial type Universal 
Milling Machine, table 78}in. by I64in., 
rapid and power tvaverses 42in. by I4in. 
by |9in. Speeds 18 to 1.300 r.p.m. With 
Universal Vertical Atcachmenc. 
buile 1947. 


British 


REIDEN H.F.30 Universal Milling Machine 
table 59in. by i4gin.. rapid and power 
traverses 39fin. by te oo by (54in., speeds 
44 to 1,457 r.p.m. NEW 


VICTORIA U.2 Universal Milling Machine 
table 45in. by Ilin., power feeds 29}im by 
<i 16in., speeds 30 to 1,010 r.p.m. 


DENBIGH C.4 Universal Milling Machine. 
table 46in. by !0in., automatic longitudins! 
feed 36}in., speeds i3 to 400 r.pm. NEW . 


Horizontal 


ARCHDALE 20in. Plain Horizontal Milling 
Machines, table 40in. by [0in., traverses 


20in. by Stin. by 12in., speeds 30 co 615 
r.p.m, 


CINCINNATI 1/12 Automatic Milling 


Machine, table 35in. by !0in., speeds 50 
to 1,500 r.p.m. British built. 


SHAPERS & SLOTTERS 


INVICTA 6M 24in. stroke Shaping Machine. 
NEW. 


COLUMBIA 28in. stroke Heavy Dury 
Shaping Machine, Universal Table, U.S.A. 
Wartime built. 


BUTLER 8in. stroke Toolroom Siotter 
20in. diameter table. Built 1939. 


VARIOUS 


BRONX Series 48, 40-ton 8ft. by I4G 
Press Brake NEW. 
WELLMAN-RYDER _ Horizontal 
traversing spindle 36in. No. 

Table 30in. by S4in. U.S.A. Wartime 
built. 


CINCINNATI (Ofc. by 3ft. by 3ft. Planer 
with two toolboxes on the cross-rail. 


VELOX [0in. Hacksaw. NEW. 


All machines motorised 400-440 volts, 3 phase, 50 cycles, A.C. supply. 
Sole London and South of England agents for BRONX Press Brakes. 


W.E. NORTON ("Tsc.;') LTD. 
GROSVENOR GARDENS HOUSE, 
GROSVENOR-GARDENS, LONDON, S.W.1 


TATe Gallery 0633-4-5 Pioll Se leldelac) # 
4 Stores oa Works, 
342 Queenstown Road (close Chelsea Bridge), Battersea, $.W.11 


-lephone London 


Showroom or 


When answering advertisements kindly mention MACHINERY. 











170 


(Suppt.} 





AUTOMATICS 
CONOMATIC § 4 Spindle. 
INDEX OR/12. fin. capacit 
CLEVELAND I fin. by !8in. 

CAPSTANS 
TURNER 14 A. 

Ward 2A, Seria! WT. and 3A Serial M. 
GisHOLT No. 4 Simplified. 2in. cap. 
DRUMMOND, Model K, I}¢in. Bar feed. 
HILLE R.H. 16 fin. Bar feed. 
ACCURATOOL fin. Bar feed. 

WARNER & SWASEY No.2 lin. Bar feed. 
HcRBERT No. 7 Combination Turret. 
ACME SW Universal Turret, 2in. bar feed. 
LIBBY 4A 2in. bar feed. 

MURAD jin. bar feed 

HAHN & KOLB RH25 lin. bar. Unused. 
SOUTHWARK No. 2. !4in. bar feed. 


y. 
Model B. 


DRILLS 

GRIMSTON Electriska. 

5. & §. l6in., Fig 739, 3 spindle. 

J. & S. Bench, 1,400 to 6,000 r.p.m. 

CORONA 12MX Cluster. 

DENBIGH 2\lin. B.G. New. 

JONES & SHIPMAN 932 Ijin. cap., | p 

JONES & SHIPMAN ISin. Speed Britt a 

HERBERT Type H Junior Pillar. 

CORONA 12AX + in. cap. 

BOLEY Cluster Type. 

BRISDON jin. 2 Spindle. 

ARCHDALE 20in. Mfg. 

J. & S. 20in., ve cap. 

1Sin. HERBERT Type C, No. 3 M.T. 
ENGRAVERS 

ort sed x 

T.MA. 

CEMIARD Now. All sizes. 

T.T.H, Multi Etcher and Typ 
FILLING AND SAWIN 

RAPIDOR No. ! Hacksaw. 

CRYPTO ATLAS — Sawing. 

THIEL No. !7 Bandsa' 

WICKSTEED Cold jon No. |, 6in. 
GEAR CUTTERS 

PETERMANN No. 2. 

MAXICUT 7in. by 2in. by 6 D.P. 

RAPIDAN No. | 4, 2/in. dia. gears 
FELLOWS “ Hourglass.” 


e C. 
“MACHINES 





Churchill Model VS 40in. by 
i Ildin Surface Grinder, Segmental 
Wheel I4in., with Humphreys 
36in. by IO0in. Magnetic Chuck 
Motorised 400/3/50. 


Price £275 
THE SURPLUS MACHINERY & 


STORES CLEARING HOUSE LTD. 


EMPIRE WORKS, 108, EAST HILL, 
LONDON, S.W.18 


Phone : Vandyke 3266-7-8 





MACHINERY 
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HELMET ROW, OLD STREET, LONDON, E.C.I. 


Telephone: CLErkenwell 648]. 


ALL MACHINES MOTORISED FOR 3 PHASE SUPPLY UNLESS OTHERWISE STATED 


GRINDERS (Cylindrical) 
REINECKER 9in. by Sin. Hyd. Plunge. 
MYFORD MG.I2. New. 

PRECIMAX MPH Plain. 10 by 
PRECIMAX U.PJ.-Universal. 


NORTON I0 by 36. Type C. 
GRINDERS te tee 
4.4 5S. - by 24in. 305 T 
EXCEL T. & C. 
SCRIVENER No. | C.B. Centreless. 
HAMMOND T 
JONES & SHIPMAN Carbide. 
VAN NORMAN Piston. 
HERBERT HUNT No. IA, 3 & 4 Drill. 
GRINDERS (Surface) 
SNOW P24, 24in. by Bin., Hyd. 
ABWOOD. 
P. & W. Vertical Spindle, 36 by 14. 
Oe : Peserast 
CHURCHILL H.B.A. 
SMART & "BROWN, 
BRYANT No. 16. 
SAACKE — Vii, Jig. 
GUILLOTIN 
KEETONA ate x 14G 
HONERS 
SUNNEN Type LA. 
KEYSEATERS 
EDGWICK 
CARTER & WRIGHT No. 2, 24in. by Ifin. 
LATHES 
BERRY II }in. by 5ft., $.S. & S.C. 
WILLSON 7}in. by 3ft., $.S. & S.C. 
BRADFORD Bin. $.S. & S.C. 
RYDERMATIC No. 12 Multi Tool. 
CARDIFF 7in. by 60in. 
DENHAM 5tin. S.S. & S.C 
CROWTHORNE 6in. by 30in., 
LE BLOND I lin. by I6in. Prod. 
WILFIN 6in. by 24in., $.S. & S.C. 
SOAG-OXFORD 6tin. by 24in., : S. & S.C. 
SOUTH BEND 9in. Workshop 13 
SMART & BROWN 4in. S.C. 
10in. GLASS 7ft. Gin. b.c. $.S. & S.C. 
SMALLPIECE Multi Tool. 9 WSL. 
RIVETT S.S. & S.C. No. 608. 


$.S. & S.C. 














Detector. 


Maenetic Crack 
To work off 


American Projection type. 
230/250-v. single-phase. Overall dimensions, 
5ft. by 2ft. by 3ft. New 1951. Price £165. 
BOX V2a84, Macuinery, Clifton House, Euston 
Road, N.W.1 


Power 
Adjustable 
Sin. 


Schuler 25-ton Inclinable 
Press. Strokes per min., 110. 
stroke 10-80 mm throat square), 
radial. Bed and bolster 214in. by 134in. with 
llin. bore bolster 2}in. thick. Minimum daylight 
lZin. from bed, 94in. from bolster. 40 mm. 
bore in ram. Fitted with 2 h.p. 3 ph. motor 

with switchgear and front safety guards 


7in. 


BOX V255, MACHINERY, 
Road, 


N.W.1 


Clifton House, Euston | 


LEBLOND Regal [Oin. swing. 


Used Capstans and Comb. 
Turret Lathes. 
WARD 2A Capstan, almost as new, fitted 


ball chuck, £450. 


WARD 2A Capstan, almost as new, chucking, 
2-speed motor, £450 


WARD 7 Comb. Turret Lathe, 2%in. HL.S., 
reground bed and overhauled, £325. 
Turret Lathe, 8.P.D., 


HERBER o 9 Comb. 
Shin. HLS., £150. 


GISHOLT No. 
very clean condition, 


4 Simplified Head Capstan, 
£225. 

DRUMMOND Model K Capstan, Zin. H.S., 
1,000 r.p.m., covered bed, well equipped, and as 
new condition, £495. 

OUR H.P. CHARGES ARE STILL 

5 PER CENT. PER ANNUM. 
BUCKINGHAM, Lrp., 8, Clarenden 
Leamington Spa. Tel.: 1215 


ONLY 


G. M. 
Avenue, 


Wicksteed Power Saw. _ Series 

.370. Hydraulic feed to saw and to 
clamp. Large capstan wheel for adjustment to 
clamp, can also be clamped manually. Saw 
dia. 27in. by jin. thick by 3in. hole. 2 Tooling 


holes #in. by 5in. centres. Clamping boss 
6tin, dia. Saw cap. 10in.—BOX V476, 
(lifton House, Euston Road, 


MACHINERY, 
N.W.1. 


When answering advertisements kindly mention MACHINERY. 
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MILLERS yma 
RICHMOND O3. 
CINCINNATI O8. & 1-18 Prod. 
HATTERSLEY. Table 48} by /2. 
BROWN & SHARPE No. 2 Univ. 


type. 
KENT-OWEN I-8 Manuf. 
CENTEC No. 2. Table !2in. by 33in. 
SUNDSTRAND No. 0 Rigidmill. 
BURKE. Table 16 x 34. 
MILLER & CROWNINGSHIELD Lever. 
ARCHDALE 28in. Mfr. and G.P 
CINCINNATI 3-24 Hyd. 
HERBERT IS. Table "Bin. by 8tin. 
MILLERS (Vertical) 
JONES-SIGMA Precision. 
HERBERT No. 10. Table 3lin. by 94in 
ARCHDALE [8in. Speeds 79-2,000. 
RICHMOND VHM. 
| VICTORIA V.2. Table 40 by 10. 
ARCHDALE 30in. Table 48 by 124. 
HERBERT 15S. Table 50 by 103. 
} 
i 


Light 





PRESSES (Power) 
hey No. 39 Horning, 15 ton. 
O. & S. 30 tons euatgtnncing. 
BESCO EB4, 40 tons. ew. 
TAYLOR & ‘CHALLEN Be 10 ton. 
RHODES No. 19. 10 ton. 
SCHULER VZZ |5 ton d/s gripper feed. 
RIVETERS 
TURNER RSS. 
SCREWING MACHINES 
OSTER lIin.-6in. Pipes No. 326. 
ATLAS No. 2 3in.-6in. (Unused). 
SHAPERS 
BUTLER /8in. Supershaper. 
NEWEY I4in. 
ALBA No. 45, I8in. NEW. 
ALBA 10in. and I4in. 
TAPPERS 
HERBERT Flash No. 2, $in. cap. 
THIEL Nos. 3, 4 and 5. 
| J. & S. Electrotap - 
THREAD MILLER 
FACKS Plain, cap. in. by jin. 
ARCHDALE, cap. 6in. by / fin. 
REINECKER 8 by 72in. 
LEES BRADNER Mod. 40. 6jin. H.M. 
HANSON WHITNEY. 8in. by 40in. 





Walcott 9in. by 5ft. Lathe, Series 


ASE M9940. Swing 164in dia over 


bed 44 hop 2-speed motor, 3-cone pulley 
built on countershaft, with back gear gives 
12 speeds Top speed approx 500) r.p.m 
Pick off gearbox for feeds and screwcutting 
gives 45 selections from 2 to 112 t.p.i. With 
l2in. dia. 4-jaw chuck, 16in. dia. faceplate, 
3-point and travelling steady BOX 251, 
MACHINERY, Clifton House, Euston Road, 
N.W.l 
‘Taylor Capstan Lathe, Serial 
7330-2-45. Collet type with 3 cone 


pulley drive. jin. dia, capacity by 12in. long 
Back and front fixed toolposts and suds pump 
Back splash guard.—BOX V252, Macninery, 


Clifton House, Euston Road, N.W.1 


1,000 Ton Sizing, Coining and 


Embossing Press by Eumuco, 2in. 
stroke, table 3lin. wide, daylight 13in., all-steel 
plate construction. 

REED BROTHERS (ENGINEERING), Lrp., 


: Replant Works, 
Woolwich Industrial Estate, 8.E.18. 
Telephone Woolwich 7611/6 


Plauert Vertical Milling Machine. 

Swivel and sliding head. Table 50in. by 
12in. Speeds to 750 r.p.m Md 400/3/50 
ALBERT EDWARDS (MACHINERY), Lrp 
79/89, Pentonville Road, London, N.1. “Phone 
TERminus 0167/8/9. 
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VERTICAL BORING & TURNING 
MILLS 


SONDERMANN & STIER 8ft. Couble 
Column Two Tool Ram Vertical Boring 
and Turning Mill with sidehead, 90in 
diameter table to swing !04in. dia., taper 
turning arrangement, 35 h.p. motor 
Rebuilt ready 

CRAVEN /7ft. Double Column Vertical 
Boring and Turning Mill, 8lin. dia. table to 
swing 9lin. dia., 25 h.p. motor. 


DRILLING MACHINES 
ASQUITH OD.! 4ft. Radial Drilling and 
Tapping Machine, No. 5S Morse Taper 
Spindle, speeds 42 to 1,130 r.p.m. 
CORONA ISCY Two-Spindle Sliding Head 
Pillar porn Machine, auto feed, speeds 
48-660 r 
JONES & SHIPMAN 20in. Pillar Drilling 
Machine, No. 3 Morse Taper Spindle 
HEABERT Type ‘C’ Geared Pillar Drilling 
Machine, No. 2 Morse Taper. 


GRINDING MACHINES 
REINECKER ERS.4 I6in 84in. Capacity 
Hydraulic Cylindrical Grinding Machine, 
15 h.p. motor. 
LANDIS Type ‘C' /4in. 36in. Hydraulic 
Universal Grinding Machine, nearly new 
GIUSTINA R.150 Centreless Grinding 
Machine, capacity up to IIdin. dia., 9fin 
wide, unused 

CHURCHILL AY. 6in 36in. Plain 
Cylindrical Grinding Machine 


CHURCHILL OSB. 40in Bin. Hydraulic 
Horizontal Spindle Surface Grinding 
Machine. 

NORTON 24in. = !0in. Hydraulic Hori- 


zontal Spindie Surface Grinding Machine 

BROWN & SHARPE No. !3 Universal 
Tool and Cutter Grinding 
excellent equipment. 


GEAR CUTTING MACHINES 
FELLOWS 6! Gear Shaping Machine, 
capacity, 35in. dia. external; 24in. dia 
internal; 4 DP Sin. face 
DEMM SRI-180 High Speed External and 
internal Spur Gear Shaping Machine, 
capacity 6in. Internal, 7in. External, 2in 


Machine 


face. 

SYKES HV.i4 Universal Spur and Helical 
Gear, Wormwheel and Spline Hobbing 
Machine, capacity |4in. dia., 9in. face 

ADAMS No. 5 Gear, Spline shaft and Worm 
Hobbing Machine, capacity !Oin. dia., 46in 


long. 

PETERMANN No. ! Bench Mounting 
Automatic Pinion Cutting Machine, capacity 
fin. dia., with magazine, lin. dia. without 
magazine, unused. 


MACHINERY 
et ieee 





PLANING MACHINE 


SELLERS ‘POWERFLOW’'' /4ft. = 5Sft. x 
5ft. Heavy Duty Planing Machine, spiral 
drive, 50 h.p. motor. 


CENTRE LATHES 


STANLEY [4tin. centres All-geared Gap 
Bed S.S. & S.C. Lathe, admit 42in. between 
centres, swing 49in. dia. in gap 

CH URCHILL-REDMAN NM. 9in. Centres 
Heavy Duty Gap Bed S.S. & S.C. Lathe, 
admit Pog between centres, swing 30in 
dia. in 

MITCHELL NMI, 84in. Centres Gap Bed 
S.S. & S.C. Lathe, admit 54in. berween 
centres, 34in. hollow spindle. 

HOLBROOK C. 16 Bin. Centres High Speed 
Toolroom Precision S.S. & S.C. Lathe, 
admit 36in. between centres, taper turn- 
ing attachment, rebuilt. 

WILLSON /7}in. Centres Gap Bed S.S. & 
S.C. Lathe, admit 78in. between centres, 
swing 264in. dia. in gap. 

WILLSON /7j}in. Centres Gap Bed S.S. & 
S.C. Lathe, admit 36in. between centres, 
swing 264in. dia. in gap 

MILNES 4tin. Centres Type, DF.4 Gap Bed 
S.S. & S.C. Lathe, admit 28in. between 
centres, rebuilt 

DENHAM junior 44in. Centres Gap Bed 
S.S. & S.C. Lathe, admit 2lin. between 
centres, swing !2}in. dia. in gap 


TURRET & CAPSTAN LATHES 


WARD No. |0 Covered Bed Combinaion 
Turret Lathe, swing 23in. dia., 43in. dia 
hollow spindle, pneumatic collet chuck, 


bar on concentric chuck, excellent 
equipmen 

MINGANTI 20 40P. Universal Capstan 
Lathes, chucking and bar feed, swing 


144in. dia., Igin. bar, several available 

WARD No. 7 Covered Bed Combination 
Turret Lathe, swing I6in. dia. over bed 
covers, hollow spindle 2din. dia., 40in 
chuck to turret face. 

HERBERT No. 7 Junior Combination Turret 
Lathe, swing !6in. dia. over bed covers, 
hollow spindle 2#in dia., good equip- 
ment 

WARD 3A High Speed Capstan Lathe, 
speeds 84 to |,650 r.p.m., Itin. capacity 
ball chuck, bar feed. 

HERBERT 2S Capstan Lathe, pneumatic 
concentric chuck, speeds 38 to 2,100 r.p.m. 
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HORIZONTAL MILLING MACHINES 


CINCINNATI HYDROMATIC 34/48 
Plain Horizontal Production Milling Ma- 
chine, table 67in. x 18in., hydraulic 
traverse 48in. 

CINCINNATI Model OM. No. 3P Single 
Dial Type Plain Horizontal Milling Machine, 
Table 62tin 1Stin 

MILWAUKEE 2H Plain Horizonta! Milling 
Machine, table 50in. 10in. speeds 35 to 


1,400 r.p.m. 
ARCHDALE 28in. Plain Manufacturing 
Horizontal Milling Machine, table 49in. 


13in. 

VAN NORMAN 22L Ram Type Horizontal 
Universal Milling Machine, table 45in. x 
{Oin. vertical attachment, slotting attach- 
ment, dividing heads, etc. 

INDUMA FUM2A_ Universal Horizontal 
Milling Machine, table 39in. «x 94in., 
vertical attachment, dividing heads. 


VERTICAL MILLING MACHINES 


MAXIMILLER 4P Heavy Duty Vertical 
Milling Machine, table 76in. x 18in., 42in 
traverse. 

MILWAUKEE 4H Heavy Duty Vertical 
Milling Machine, speeds 20 to 1,000 r.p.m., 
power down feed head. 

CINCINNATI No. 3 Dial Type Medium 
Speed Vertical Milling Machine, table 
624in. x I54in. 

BROWN & SHARPE No. 3 Standard Heavy 
Duty Vertical Milling Machine, table 64in. 

I7in., speeds 25 to 950 r.p.m. 

CINCINNATI No. 2 Dial Type High Speed 
Vertical Milling Machine, table S2jin. x 
I24in., power down feed head 

ARCHDALE i8in. High Speed Vertical 
Milling Machine, table 40in. « !0in., auto 
rotary table |Sin. dia. spindle speed 79 to 
2,000 r.p.m., excellent equipment, unused. 


POWER PRESSES 


RHODES !20-ton Geared Double Sided 
Single Crank Power Press, 2}in. stroke, 
bed 22in 30in., pneumatic guards. 

RHODES ‘ ULTRA SPEED’ No. 30 30-ton 
High Speed Blanking Press, auto gripper 
feed 6in. wide 

SELSON No. 4 Horizontal Straightening 
Press or Bulidozer, cross-slide 45in., 18in. 
stroke 

RHODES No. 20 /!8-ton Inclinable Power 
Press, 3in. stroke 

RHODES No. !9 10-ton Inclinable Variable 
Stroke Power Press, stroke jin. to 3in. 


ALL MACHINES INCLUDE 400-440 VOLTS 3 PHASE 5) CYCLES ELECTRICAL EQUIPMENT 
Extended credit facilities arranged and financed entirely by ourselves, enable us to offer terms very much more attractive than those 


available elsewhere. 


for themselves whilst they work.” 


HERBERT WIDDOWSON & SONS LIMITED 
CANAL STREET WORKS NOTTINGHAM 


TELEPHONE 4206!1-2-3 


Our agreement form includes our guarantee for all rebuilt and overhauled machines. 


“Make your machines pay 


TELEGRAMS TOOLS NOTTINGHAM 
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TATE 


MILLING 
CENTEC No. 2 Plain !2in. by 4in. with 
Vertical Head. £70 
EHS Model 225 Universal, 3lin. by Bin. 
with Vertical Head. £295 
_ Model 185 3lin. by Bin. Plain. £185 
gt Horizontal Model HOO, ie. SE 


ROCHAUD Horizontal, 40in. by 10in., 
with auto. cycle (almost new). £765 
RICHMOND No. 0! Plain, 30in. by 8in., 
with Vertical Head. £375 
VICTORIA Model V.2 Vertical, 45in by 
I tin. (almost new). £985 
GRINDING 


LUMSDEN Model 70 LEOD Vertical 
Surface, with magnetic chuck, 48in. by 


12in. £1,275 

MYFORD Mode! M.G.!2, I2in. by Sin., 
Cylindrical and Internal. 35 

New UNION G.25 Tool and Cutter 
Grinding Machine. £169 5 

SHEET METAL 

BESCO Type F., Size No. 8, 50in. by 3t4in., 
Slip Roll “8B” Hand-operated Geared 
Bending Roller. 

BESCO Production Treadle Guillotining 
capacity 48in. by I6in. SW.G. 

B.O.C. 36in. Oxygen Cutting Machine (as 
new) with rectifier for same. 


SHAPING 
INVICTA 2MR Shaping Machine (1957) 
£350 


DRILLING AND BORING 


KITCHEN & WADE Vertical Cylinder 
Drilling and Boring Machine. 5 M.T. 
spindle, 48in. by 24in. compound table 

£565 


(1948). 
PROGRESS No. 3 
{almost new). 


6 
Ifin. Pedestal Drill 
£85 


LATHES 
HARRISON Ilin. Swing Lathe (almost 
£325 


new). 
MYFORD Mode! ML7 Lathe, on a 


MILNES 6}in. by 72in. Gap Bed Centre 
Lathe. (1953.) 
MITCHELL OF KEIGHLEY om. by 
60in. Gap Bed Lathe (1952). 
WILLSON /7}in. by 32in. Gap Bed Sune 
Lathe “* Newel.”’ £325 
New COLCHESTER 6in. Student * 
with equipment (two machines). 
£349 each 
New WILLSON 6t}in., with ees. 
ist 
COLCHESTER /7}in. by 48in., Triumph 
Lathe Lion (almost new). £465 


sie” 


CAPSTAN LATHES 


SIMMONS ij{in. Microspeed Collet 
Capstan. £125 
MURAD 1A lin. Capstan (unused). £565 


WARD Ijin. Bar Capstan (two years old). 


POWER PRESS 


SWEENEY & BLOCKSIDGE No. 9 
Column 25-ton Power Press (1956). 


SPECIAL FINANCE. 
MACHINES BOUGHT 


TATE MACHINE TOOL 
co. LTD., 


6, NORTH END PARADE, 
OPPOSITE OLYMPIA, 
LONDON, W.14. 
Fulham 6563/4/5. 
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; Precimax 6in. by 24in. Cylindri- 

cal grinding machine, hydraulic 
Wheel 20in. dia. 4in. wide. Plunge control 
fitted. Variable speed to workhead. Reason- 
| able offer to BOX V69, Macurnery, Clifton 
House, Euston Road, N.W.1. 


(Cam Grinding Machine, by Car- | 


lunger. Table stroke 24in. max.; swing 
5in. dia. max. Master cam ground from pattern 
or prototype on machine using auxiliary attach- 
ment supplied. This machine has been rebuilt 
throughout.— Details from BOX Vaz, 
MACHINERY, Clifton House, Euston Road, 


Pallas No. 1 Horizontal Miller, 

power feed all directions, 400/3/50. £300. 

A. McNAMARA & (O., New Line, Bacup, 
Lancs. ‘Phone: Bacup 946 


Ae & Harrison Motorised 
Rolling Mill for sale. Bench mounting 
2 hardened rollers Stin. long by 3iin. diameter 
set one above the other in inclined fashion with, 
feed and delivery chutes. Motor drive through 


Crofts reduction unit. Suitable for 230 volts, 
single phase, 50 cycles supply Full details 
from F. J. EDWARDS Liwrrep, 359, Euston 
Road, London, N.W.1, or 41, Water Street, 


Birmingham, 3. 


orona 12 MX Multi-Spindle 
Drillers. 12 Spindle models. Table 14in. 
by 8iin. R. & F. Motorised.—WILCOX & CO., 
| Barr Street, Birmingham, 19. NORthern 
1234/5. 
or Sale, One Ii4in. Centre 
height by 60in. between centres Churchill- 
Redman Hydraulic Profile Turning Lathe. 


Complete with all standard accessories, electrics 
suitable for 380/420 V. A.C., 3 ph., 50 cycles 
supply. Originally installed 1953. Excellent 
condition. Due to lack of suitable copy-turning 
work the machine has only been used for short 
periods, equivalent in total to some 9 months 
running time. Can be inspected in Sheffield. 
BOX V259, MACHINERY, Clifton House, Euston 
Road, N.W.1 


Brown & Sharpe Automatics, 


Nos. 00, 0 and 2, high-speed machines. 
Also B.S.A. jin. War-time. Reasonable offers 
accepted.—C. L. THOMAS, Lrp., 18, Park 
Avenue, Solihull. 1281. 


Taylor Challen Inclinable Power 

Press. Type 1290. Cap. 2 tons. Fitted 
with safety guards. Adjustable stroke. Motor 
ised.—BOX V484, 7 ACHINERY, Clifton House, 
Euston Road, N.W. 


Taylor Challen B.2 Press. Series 

8170. 10 tons. Throat 64in. Daylight 
Rin Adjustable stroke. BOX, V485, 
MACHINERY, Clifton House, Euston Road, 
N.W.1 


~ Cap. Precision 

Lathe, Leinen type, motorised, 
change speeds and reverse. 
complete with collets and 
Suitable for making small precision tools 
Rebuilt a short time ago at high cost and 
unused since. Cuaranteed as new throughout 
Any examinrtion Price £195 BOX V286, 
Macuiwery, Clifton House, Euston Road, 
N.W.1 


Capstan 
rapid quick 
High grede lathe, 
suds equipment. 


New Invicta ‘“‘ Major ’ Shapers, 
30in. and 24in., with swivel table and 
power down feed, £1,022 and £865 
Also =_— standard Invicta and Alba models, 
10in.- 





OUR “i. P. CHARS 88 ARE STILL ONLY 
5 PER CENT. PER ANNUM. 
G. M. BUC ‘KINGHAM. Lrp., 8, Clarendon 








Avenue, Leamington Spa. Tel.: 1215 


feeds. | 
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ACBARS LIMITED 
57a, HOLBORN VIADUCT, 
LONDON, E.C.I. 


Telephone: Telegrams: 
Central 2287. Acfirb. Cent. London 


AVAILABLE FROM STOCK. 


All machines listed below are at our 
Works in Sutherland Walk, Wal- 
worth Road, S.E.17. 


AUTOMATICS. 
HERBERT Auto. Junior 
HERBERT 3A Chucking Auto. 
INDEX ORI2 Autos. (2) 


ACME- — Type R, 4-spindie, jin. 
capacit 
ACME- GRIDLEY, Type R, 4-spindle, Ifin. 


capacity. (2 machines.) 
WICKMAN 4mm. Swiss Type 


RYDERMATIC No. 12 Multi Tool Lathes. 


RS. 
New GRAFFENSTADEN AF.075 Horizon- 


tal Borer, 3in. dia. travelling spindle, 
17jin. dia. faceplate. 
GRINDERS. 


ABWOOD Vertical Spindle Surface. 

BROWN & SHARPE No. 2 Surface Grinder. 

NORTON Surface Grinder, hydraulic, 
18in. by 6in. 

LANDIS 10in. by 18in. Plain Grinder. 

CHURCHILL 24in. by 10in. Universal. 

BRYANT 1I6C I6in. Internal Grinder. 


CAPSTAN LATHES. 
HERBERT No. 0, fin. collet cap. (3) 
MURAD jin. Capstan Lathes (3). 

MOREY 2G lin. Capstan 

SOUTHWARK No. 2 I4in. Capstan Lathe. 

WARD 2A Capstan Lathes (3), with Ifin. 
collet chucks and bar feed. Machines 
have 2 speed motors and power feeds to 
both saddle and turret 

HERBERT 2D Ifin. dead-length chuck. 

New MODERN 2C I}in. bar feed capacity. 

HERBERT No. 3 High Speed Capstan, Air 
Chucking. Spindle speeds 60-1,500 r.p.m. 

DRUMMOND Type K Capstan Lathes (2) 

GISHOLT No. 4 Friction Head Capstan. 

LIBBY 4R 2in. Capstan Lathe. Bar feed. 

BARDONS & OLIVER No. 5 Capstan Lathe. 

HERBERT No. 7 Turret Lathe. 

FOSTER No. 2B Turret Lathe 


CENTRE LATHES. 
DENHAM 4¢tin. Gap Bed. 
New BOXFORD 4tin. Type A 
SOAG OXFORD 6}in. Centre Lathe 
SOUTHBEND J3in. swing taper turning 
WILLSON 8tin. A.G.H. Lathe. 


MILLERS. 
New CHRISTEN Swiss Universal Tool and 
Die Mill. 
HERBERT No. | Horizontal (2). 
New VICTORIA U! and U2 Universal. 
ARCHDALE 20in. Horizontal Mills (3) 
ARCHDALE 28in. Horizontal Mill. 
OLIVETTI FP2 Manufacturing Miller. 
523in. by I4fin. 
39gin. 
New GRAFFENSTADEN Mode! GH3 Plain 
Horizontal, table size 673in. by 164in 
New TAYLOR Vertical, table |73in 


Table 
Longitudinal traverse 


by 


Stin. 

RICHMOND VHM Vertical Mill. 

New VICTORIA V2 Vertical. 

New GRAFFENSTADEN FV.102 Vertical 
Mill. Table Siin. by II2in.; 39gin. 
longitudinal traverse 

HOLROYD TI17 Thread Miller. 

HELLER Automatic Thread Millers (4). 


MISCELLANEOUS. 
ARCHDALE 38in. Radial Drill. Light type. 
JONES & SHIPMAN 2-spindle Pillar Drill, 

with No. 3 M.T. spindles, power feed. 
New VELOX 7}in. and |0in. Hacksaws. 
New ESSEX 18 Bandsaw. 
New RICHMOND SR2 3ft. 
New ALBA i8in. Shaper. 
MAIDEN Bar Chamferer, jin. 
New Fly Presses up to No. 6. 


Radial Drill. 


All machines motorised 400/3/50 unless 
otherwise stated. 








When answering advertisements kindly mention MACHINERY. 
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offer from STOCK this large capacity .. . 


; CHURCHILL “FB” 36 in. 
PLAIN 
CYLINDRICAL GRINDER 


Max. grinding dia. 37in. 
Max. grinding length 192in. 





No. of table speeds 10 
No. of wheel speeds 2 
H.P. wheel motor 30 


Type of drive No. 5 


INSPECTION INVITED 











SOAG machine roots trp. LONDON 





JUXON STREET °* CAMBETH ° 
PHOME: RELIANCE 7201 GRAMS: SOTOOLSAG, cd a 








Wright Table Surface Grinder. | One ‘Seetine Disc Grinder,| Bullard 42in. Vertical Boring 
12in. Cup Wheel, flush fitting. Working | 39in. diameter. Motorised Crompton Machine. Side head. Kapid traverses. 
autentl table 3ft. 6in. by 1Zin. Built in Dust | Parkinson motor, K6, 940 r.p.m., 400-440, M/d 400/3/50.—ALBERT EDWARDS (MACH- 
Extracting Fan and Switchgear. In first-class | 2.8 amps., 3 phase continuous rating.--BOX INERY), Lip., 79/89, Pentonville =I Road, 
condition. Price £145.—BOX vi 287, MACHINERY, | V306, MACHINERY, Clifton House, Euston Road, London, N.1. ‘Phone: TERminus 0167/8/9. 
Clifton House, Euston Road, N.W.1 1.W.1 
Asquith Twin-headed Keyseating 
Machine. Series 8.3160. Table 18in. 
long. 6in. between spindles. 3% spindle speeds 


Edewick No. 2 Horizontal Milling 500 to 2,000 r.p.m. Mechanical reciprocating 
table with & cycle speeds 4.7 to 36 per min. 


New Lathes Ex Stock 
COLCHESTER Triumph, 7tin. by 48in 


COLCHESTER Student, 6in. by 24in. Machine. Series 28010. ‘Table area 104in. oe =A . : ‘ 
COLCHESTER Chipmaster, 5in. by 20in. | by 404in., movement 17in. Cross-slide move ra eam Ba en ah g* an MachiNrn, 
(mid-January). ment 7 hin. Rise and fall 16in. 9 speeds from Clifton House, Euston Road. N.W 
COLCHESTER Mascot, 8#in. by 4ft. 6in 21-380. Change lever. Feeds jin. to tin ; - 
COLCHESTER Master, 64in. by 36in. Motor enclosed. Fitted with switchgear and 
WILLSON 6¢in. Mark 1, 74in. Newel and |) pump.—BOX V349, — HINERY, Clifton House, erbert No. 1 Hand Mill. 4- 
Mark V, and Sin. Pitel, various lengths b.« Euston Road, N.W. lle ds 100-530 I tudinal 
CARDIFF Lathes, 74in.-104in ee ee ee rpgy ta 
OUR ELP. CHARGES ARE STILL ONLY table traverse 7in. max, Cross slide traverse 
5 PER CENT. PER ANNI M. ses 4in. max. Table top to Arbor centre 9in. max. 
G. M. BUCKINGHAM, Lrp., 8, Clarendon Table working ania 16in. by atin Motestons 
tors : “al. VTS 400/3/50. 0.75 1D motor. Suds tank and 
\ Avenue, Leamington Spa. Tel.: 1215 Wanderer Thread Milling Ma- | pump.—BOX V327, Macuinery, Clifton House, 
chine, serial No. 24300. Itin. dia. Euston Road, N.W.1 


capacity, Sin. traverse. Built-in motor, 2 speed 
change pulley. Capacity & to 26 t.p.i., with 
change wheels.—-BOX V247, MACHINERY, 


6 Herbert No. 3 Chucking ‘eechteiandnamantin CRAVEN HYDRAULIC 
Automatics. £175.0.0 each. SLOT HYDROMILL 


2 Herbert No. 5 Chucking Southwark No. 2  Capstan, 








motorized 3 phase 





* 4-speed motor combined with 3-cone pulley 
Automatics. £225.0.0. each. and high and low clutch lever gives 24 speeds Ser kewwane ja 
from 23 to 2,560 r.p.m. 6 Power feeds to turret. y y P 
Back and front toolposts. Fitted to take air to I2in. ton b 
Year of manufacture about 1934, chuck. Extension bottle. Suds pump and ai & Y 
all motor-driven 400) 3/50. tank. BOX, V249, Macninery, Clifton House, lin. wide, 9 spindle 


Euston Road, N.W.1 
uston Roac speeds, 4 h.p. motor, 


PARKES =" TOOLS) excellent condition. 
«® Herbert No. 1 Horizontal Milling || PERCY MARTIN LTD. 


Witton Road, Birmingham, 6, Machine. Table area 
working. Motorised 0.75 h.p. 400/3/50. 700 A 
Tel: East 1742. r.p.m. Motorised suds pump.—BOX V300, 106 108, Melton Road Leicester. 








MACHINERY, Clifton House, Euston Road, 
N.W.1. 














When answering advertisements kindly mention MACHINERY. 





174 (Suppt.) 


MACHINERY 


Classified Advertisements (PLANT FOR SALE, contd.) 


dus 

PILKINGTON 2 cwt. size Pneumatic Power 
Hammer. Overhanging type, without slides, 
Arranged motor drive for 400/3/50. Self 
contained pump. Longest stroke approxi- 
mately 17in. Centre of ram to back 144in. 
Diameter of ram 9tin. Weight about 60 cwt 
Complete with separate anvil 

NEW TING Pyramid Type Plate Bending 
Roller. Motorised  400-440/3/50. Capacity 
10ft. wide tin. mild steel. Diameter of 
rollers, top, 9tin.; bottom, 7iin. Drop end 
bearing for removal of completed cylinders 
Support rollers to bottom rolls. Reduction 
gearbox drive to bottom rolls with multi-dise 
slipping clutches. Motorised adjustment to 
top roller. 

GUYSON Shot Blast Unit with air compressor 
and dust extractor. Two guns. All electrical 
equipment for 400 volts, 3 phase, 50 cycles. 
Size of chamber 42in. 30in. Isin. high. 
Air receiver 72in. high 2lin. diameter. 
Broom & Wade air compressor 

PELS Nibbier-Shear Type AS31260. Steel plate 
build. Motorised 400-440/3/50. Cutting head 
rotates 360 deg. Gap depth 50in Capacity 
jin. mild steel. Adjustable stroke 
} Type SKG203. No. 4. 

Open End Guillotine. 
type. Capacity S0}in. wide lin. thick. 
Depth of gap in open ends 6in Automatic 
sheet hold-down. Coelibrated rack and pinion 
back gauge and all other gauges 
SHTON & BRADB Double 

Kecentric Clipping Press. Pressure 

about 30 tons. Stroke lin. and Zin. Centre 

to back 2hin. Size of tables 14in. diameter 
with provision for poppets. Weight about 

75 ewt. 


Motorised 
Undercrank 


Ended 
exerted 


Photograph. of the above are available 


MACHINE TOOLS, NEW AND USED, 
Of every description. Attractive Prices. 


F. J. EDWARDS LTD. 
359-361, EUSTON RD., LONDON, N.W.! 
Telephone : EUSTON 4681-3771. 


And at Lansdowne House, 4/1, Water St. 
Birmingham, 3. Telephone: Central 7606-8 


Snow OS 72 Open-side Horizon- 

tal Surface Grinding Machine. Table 
75in. by 15in. Hydraulic traverse. M/d 
400/3/50.- ALBERT EDWARDS (MACHI- 
NERY), Lrp., 79/89, Pentonville Road, London, 
N.1. "Phone: TERminus 0167/8/9. 


Sweeney & Blocksidge No. 6CP 

Power Press, 25 tons. Open front, deep 
throat, adj. stroke. Mot. ex condition Also 
40 ton inclinable belt drive. —’. L. THOMAS, 
Lrp., 18, Park Avenue, Solihull, 1281 


Heenan & Froude, Type D.P.X.1 
Dynamometer (New B.T.H., Swinging 
Field type Dynamometer. Austin A.50 Engine 
Excellent condition. Apply BENZOLE 
PRODUCERS Lip., Otterspool Way, Watford 
Bypass, Watford, Herts. CGadebrook 2786 


man Automatic Machine. Fully motor- 

. In excellent vcondition.—BOX T1739, 

i. Clifton Honse, Euston Road 
Fie 


aw. 


43”. Capacity 5-spindle Wick- 
ined 


Table 


10in 


ovel Surface Grinder. 
size 18in. by Gin. Will accept a 
wheel. Throat 7in. Table to wheel centre 
15in. Max. spindle speed 2,870 r.p.m. Driven 
by 7 vee belt from a 3-step pulley With dust 
extractor, water tank and pump.—BOX V384, 
Macuinery, Clifton House, Euston Road, 
N.W.l 


6tt- Asquith Radial Drilling Ma- 
chine. Fitted with box table (loose 
variable speed motor drive to quill spindle 
and A.C. motor and generator with control 
panel All in very good condition._-BOX 
V304, Macuinery, Clifton House, Euston Road, 
N.W.1 


DA 


Abrasive Surface Grinder 3B. 

Series 2420. Rebuilt. Automatic and 
hand feed controls. Cap. Sin. by 24in. Max 
grinding wheel 10in. by lin. wide. Wheelhead 
calibrated 0.0001 divisions. Automatic cross 
traverse. adjustable. Automatic table traverse 
2 speeds, fast and slow. Fitted Sin. by 24in. 
magnetic chuck. Coolant system motorised 
tank unit. Fully motorised 400/3/50. With 
independent motorised dust extractor.— BOX 
V382, MACHINERY, Clifton House, Euston Road, 
N.W.1 


Craven 25ft. by oft. by 6ft. Planing 

Machine with two toolboxes on cross-slide 
and one side toolbox on each upright. Motorised 
400-440 volts, 3 phase, 50 cycles A.C. supply. 
NEW. Delivery January, 1958.—W. E. 
NORTON (MACHINE TOOLS), Lrp., Gros- 
venor Gardens House, Grosvenor Gardens, 
London, 8.W.1. ‘Phone: Tate Gallery 0633/4. 
Cables: Norbros, London. 


No. 7 Ward Motorised All- 

geared Combination Turret Lathe, with 
covered bed. Fitted with bar f and 24in. 
capacity collet chuck, 8 spindle speeds, 37-750 
r.p.m. Roller bearings. War-time machine.— 
LEE & HUNT, Lrtp., Crocus Street, Not- 
tingham. 


Progress No. 4E (New) Pillar 

Drilling Machine, 1 tin. capacity, motorised 
400/3/50.—SOUTHERN ENGINEERING & 
MACHINERY CO., Connaught Buildings, 
Tanners Brook, Millbrook, Sonthampton. Tel 
Southampton 73101 


ard OE Capstan Lathe. 4 
speeds, 435 to 2,775 2 


2,775 2 single toolposts 
Lever slide and turret. Motorised 400/3/50. 
Electric suds pump tin. dia. capacity Collet 
machine.—BOX V377, MAcHtINeRY, Clifton 
House, Euston Road, N.W.1 


Churchill Cylindrical 

Size 6in. by 18in. Fitted with Hydrauto 
wheelhead bearings, hydraulic feeds to table, 
wide wheel used, modern machine BOX V380, 
MACHINERY, (Clifton House Euston Road, 
y.W.1 


Grinder, 


Blanchard No. 10 Rotary Surface 

grinding machine. Ring wheel 10in. dia., 
on vertical spindle. 16in. dia. rotary table, 
magnetic chuck. Seen and tried London 
area.-BOX. V121, Macninery, Clifton House 
Euston Road, N.W.1 


24in. Leland-Gifford Motorised 

4-spindle Drilling Machine, fitted with 
vertical pole-change motors to each spindle; 
8 speeds, 1,500 max Bored No. 3 M.T 
3 sensitive feeds, 1 auto. feed. Table 72in. by 
224in.—-LEE & HUNT, Ltp., Crocus Street, 
Nottingham. 
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EX STOCK 
New MODERN 2C Capstan, Ijin. bar 
feed 


‘eed. 
Used WARD IA Capstan, lin. bar feed. 
Used WARD 2A Capstans, bar feed, 
1955 Serials. 
Used WARD 3A Capstans, bar feed, 
1955 Serials. 
Used WARD 3A Capstan. Chucker. 
New PROGRESS 4E Pillar Drill, Ijin. 
New Q. & S. Pillar Drill, ttin. 
New @. & S. (Kerry) Radial 
3ft. x Min. 
New RICHMOND Radial Drill, 4ft. 


Drill, 


in. 
Selection of Bench and Pillar 
Drills, jin. to Ijin. 
New MYFORD MGIi2 
Grinder. 
New SMART & BROWN Precision 
Lathe, Lé. 
New SENIOR Horizontal Millers, MI. 
New DENBIGH Horizontal Millers, 


C4. 
New VICTORIA Universal Miller, U2. 


C. H. JOYCE LTD 


32-40, Monkton St., (Kennington), 
London, S.E.I1. 


RELiance 1437-9, 


Universal 


Many other machines of various 
types available also, please ask for 
Stock list. 











Bar or Rod Cleaning Machine. 

Motorised on stand. Fitted 6in. dia 
(Circular Wire Brushes. Material passes between 
and is quickly brushed. Price £75.—-BOX 
V289, MACHINERY, Clifton House, Euston Road 
N.W.1 


Acme Gridley Model R, jin. 
cap. 4-spindle Bar Automatic, fitted 

screwing spindle, recently reconditioned and in 
exceptional condition, electrics 400-440/3/50, 
£450 

B.S.A. 4-spindle 44in. Chucking Automatic 
motorised 400-440/3/50, £250. 
OUR H.P. CHARGES ARE STILL 

5 PER CENT. PER ANNUM 

G. M. BUCKINGHAM, L‘p., &, 
Avenue, Leamington Spa. Tel 


ONLY 


Clarendon 
1215. 


Le Blond No. 2 Deep Hole Drilling 
and Boring Machine, 400/3/50 
Will drill from solid up to 24in. dia. and &ft 
long at one setting. Swing over bed 15in 
HICKS MACHINERY, Lrp., 26, Addison Place 
London, W.11. Tel.: PARK 2333 


motors 


Series 66140. 
Compound slide 3ift. bed 
Motor and countershaft mounted 
& change wheels, plus doubles 6 
400/3/50 electrics fitted with reversing 
3-jaw chuck and _ tailstock 
MACHINERY Clifton House 
N.W.1 


Southbend Lathe. 
44in. centres 
length 
speeds 
switch 
BOX V370 
Euston Road 


Gisholt Lathe. Serial No. 2907- 

18 Max. swing over bed 18{in Max 
swing between tools Sin Swing over cross 
slide 9fin. dia. 6 spindle speeds 39 to 500 r.pon 
8 feeds 0.005in. to 0.056in in. hole throug! 
spindle Fully motorised 4003/50 BON 
V372, Macurnery, (lifton House, Euston Road 
N.W.1 


‘When answering advertisements kindly mention MACHINERY. 
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ALPHA GLASSCUTTING AND WORKING 
MACHINES, ETC. 


Machines for cutting-out irregular shapes 
in Sheet and Plate Glass Motorised, 
or for Hand Operation only 

Machines for cutting-off Glass Rods and 


New 


New 


Pubes. Motorised 400/3/50. 
New Glassworkers’ Lathes with Precision 
3-jaw Chucks. Motorised 400/3/50 
New Positive Control) Mixture Control Valves 
for Oxy./Gas and Gas Air 
PRESSES. 

BLISS No. 18 Inclinable Power Press, 
sin.-2in Adj. Stroke Motorised 
400/3/50 

No. 2 Fly Presses, by DENBIGH, 
NORTON, S. & B., et 


No. 3 Fly Presses by DENBIGH, NORTON, 
S. & B., etc. 

No. 4 Fly Presses by NORTON. 

No. 5 Fly Presses by DENBIGH. 

No. Fly Presses by DENBIGH 
NORTON 


6 
No. 7 Fly Presses (NORTON type). 
Tall Fly Presses, 12in. Daylight 


and 


No. 6 
NORTON. 

No. 5 Tall Fly Presses, Zin. Daylight, 
EDWARDS. 

ANK BREARLEY Fly Presses, 

10in. Daylight. 

No. 2A EDWARDS 10in. Deep Back Fly 
Press 

~ 3 EDWARDS 10in. Deep Back Fly 
TESS. 

~ 3A Q. & 8. 10in. Deep Back Fly 
TESS. 

~ 4 HAZELWOOD & DENT bar Fly 
TESS, 


SWEENEY & BLOCKSEDGE Pouble 
Sided Fly Presses on stands. 
RG & GRANVILLE Foot Lever 
Press on stand 
EDWARDS Foot Lever Press on stand. 
We have for 
Machine Tools to Limits, 
Planing and Grinding Beds 
15ft. in length. 


THE SURPLUS MACHINERY & 
STORES CLEARING HOUSE LTD. 


Empire Works, 108, East Hill, 
Wandsworth, London, S.W.18. 
“Phone: Vandyke 3266/7/8. 
‘Grams: “ Wandsurp Put. London ™ 

. 


Rebuilding 
also for 
up to 


capacity 
Makers 
Lathe 


now some 


Smart & Brown Centre Lathe. 

Serial No. 38.2040. 4in. centre lathe 
Swing Sin. max Between centres 18in. max 
6 speeds. Screwcutting 4 to 60t.p.i. Surfacing 
and sliding. Motorised 400/3/50 BOX. V350, 
MACHINERY. Clifton House Euston Road, 
.W.l 


Metal Marking or Name Stamp- 

ing Machine. For flat or round articles 
Floor pedestal type Air operated. Originally 
cost £350, for quick sale price £95 BOX 
V200, Macuinery, Clifton House, Euston Road, 
N.W,1 


Archdale 2-spindle Drill, with 

pole change motors, 400-440°3,50. Power 
feed to quiil and electric suds pump BOX 
T730, MacHiINeryY, Clifton House, Euston Road, 
N.W.1 


Milling Machines. 


Legg for plate 


Cam Copy 


Greenbat for barrel cams; 


cams up to 10in. dia toth 400/3/50 
HICKS MACHINERY, Lrp., 26, Addison 
Place, London,W.11 Tel.: PARK 2333. 
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B.S.A. jin. S.S. Screwing Auto, 3rd slide, 
slotting attachment, bar feed and 
tooling 

SKODA 20 mm. SS. Bar Auto, fully 
fitted. Large quantity of tooling. 

HERBERT Junior Chucking Auto, 6in 
swing. Very well equipped 

VOUCHER COBRA ibin._ capacity 
Cabinet Model Cold Saw. Pedal Feed 
400 3/50. Electrics. With two blades 

HERBERT No. 4 Capstan AC.H., 8 


speeds, 30-750 r.p.m. Covered bed 
HERBERT Type C, !Sin. Pillar Drill, in 
cap. I5Sin. by I4in. R. & F. cable. 
KITCHEN & WADE 24in. Pillar Drill, 
Idin. cap. No. 3 M.T. power feeds |8in 
by !8in. R.F. swing-aside table. 


NEW NORTON [0in., !2in., I4in., 16in 
and 20in. Double Ended Grinding 
Machines. 

EDWARDS 3ft. Power Guillotine. Cap 
14's gauge. Open-ended Auto sheet 
hold down. Less motor 





MIDLAND 


Unless otherwise stated all above motorised 400 3 50 


THE MIDLAND MACHINE TOOL Co. 


BRADLEY, BILSTON, STAFFS. 


SNOW 1.20 Surface Grinder 20in 
wheel. Table surface 40in. by !9in 


PILKINGTON 5-cwt. air-operated Power 


Hammer. 

LEBLOND ~“ Regal" |3in. swing SS. & 
S.C. Lathe. Speeds 25-500 Taper 
turning attachment. Well equipped. 

HOLBROOK i3in. swing S.S. and S.C. 
Lathe. Speeds 22-600 r.p.m Taper 
turning. 

LANG i7in. swing Surfacing and Boring 

Lathe. Speeds to 900. Less motor 

1952 BIERNATZKI Heavy Duty Hori- 
zontal Miller Table 55in. by I4in. 
Speeds 29-1,500 r.p.m. Quick power all 
ways 

Double Ended Punch and Shear 
shearing gin. by 3in. punch, Igin 


Cap 
through 


31n 
JONES 20-ton OF Power Press, inclin- 
able, 3in. stroke. Fully guarded 
BROOK 24in. Shaper Swivelling table 
Speeds 12-80 strokes per minute 


Bilston 419&3 











ool and Cutter Grinder, Le 
Blond No. 2, Serial No. LL.281, speeds 
2,600 to 5,400 Motorised work head swivels 


90 deg. Table adjustable to 2in. taper per ft., 
and whole working apron swivels around the 
wheel column. This machine has been rebuilt 


and is in excellent condition. Reasonable 
offers accepted for quick sale BOX T591, 
MACHINERY, Clifton House, Euston Road, 
N.W.1 


Modern Automatics For Sale, 
jin. dia. capacity, 3-operation machine 
motorised, 400/3/50. Two machines 

£250 each.—BOX T595, MACHINERY, 
Euston Road, N.W.1 


Fully 
available, 
Clifton House, 


Ww™. Hardill Planer and Thick- 

nesser, drive through countershaft. With 
Brook motor, 20 h.p. 400-440/3/50. Size Qin. by 
din. 4-cutter machine. 4 slides cut simultane- 
ously. BOX, T622, Macurinery, Clifton House, 
Euston Road, N.W.1 


Overhead Mono- Rail Chain Con- 
veyor, complete with 386ft. of chain and 
runners fitted at 2ft. intervals, with suspension 


trolley. 386 ft. of Zin. by lin. rails. 126 ft. of 
2in. by lin. curved rails. Also single and double 
horizontal turn brackets and sprockets. Miscel- 
laneous channel irons and tie rods, et« Drive 
unit 1 b.p., 700 r.p.m., 400 volts. Max. output 
torque 715ft.-Ib. on 72-1 reduction gear. Travel 
of worm yin. Motor pulley 3in. dia. Worm 


pulley 12in. dia., with automatic chain tensioner 
and cut-out switch. This equipment is offered 


dismantled at about half maker's price. BOX 

T688, Macnrnery, Clifton House, Euston 
Road, N.W.1 

Smart & Brown and _ Boley 

Second-operation Lathes for sale Cheap 

to clear from £100 each BON T70s, 

Clifton House, Euston Roaél, 


MACHINERY, 
N.W.1 


Milwaukee No. 4 Vertical Milling 
Machine Model K High speed series, 
27 spindle speeds, 12 to 1,200 r.p.m., 27 feeds, 





fein. to 15in. per min Table 80in. by 16in. 
Quick traverse al) directions. Power feeds to 
vertical head. In new condition. 400-440/3/50, 

BOX MACHINERY, Clifton House 


4, 
Euston Road, N.W.1 


‘Taylor Challen B.2 Press. 10 

tons. Stroke Zin Depth of throat 7in 
Strokes per min., usual 100. Pressure exerted 
at bottom of stroke 10 tons. Motorised 3 h.p 


BOX. V434, MACHINERY, 
N.W.1 


400/3/50. 710 r.p.m 
(lifton House, Euston Road, 


Milling Machines. New 
VICTORIA Omnimils, Models 01 and 02, 
both with Hilger & Watts optics. Also all other 
Victoria Universal and Vertical models. 
DENBIGH Model (4 


CINCINNATI No. 3 Plain, 63in. by 15in., 
war machine, £675. 
VAN NORMAN 2LP Plain, 45in. by 10in., 


rapid and power all ways, speeds 40-1,350, 
£425. 

EDGWICK No. 3 Carbimil, 20in., unused 
condition, semi-auto cycle with rapid traverse, 
£675 

CINCINNATI 2M Vertical, 524in. by 
power all ways, almost as new 
OUR H.P. CHARGES ARE STILL 
5 PER CENT. PER ANNUM 

BUCKINGHAM, Lrp., 8, Clarendon 
Leamington Spa. Tel.: 1215 


104in., 
ONLY 


G. M. 
Avenue, 


Daniels No. 3 Preforming Ma- 
Reconditioned. Output 1,500 pel 
lets per hour. Cap. up to 2fin. dia. by 1) thick 
pellets Fully motorised and in very good 
condition. BOX V428, Macninery, Clifton 
House, Euston Road, N.W.1 


chine 


Friction Screw Power Press. 
Model No 2, 22 tons. Table area 
19hin. by 17}in. Daylight 10in Motorised 
$ hop 415/350. 950 ropamn BON V45i, 
Clifton House, Euston Road, 


MACHINERY 
N.W.1 


‘Taylor & Challen 20 tons Press. 
Type lin. fixed stroke Not ineclin 
Throat 10in. Table overall 23in. by 
27in Motorised 400-440/3/50 $ hep Vee 
rope drive.--BOX V432, Macuinery, Clifton 
House, Euston Road, N.W.1 


470 


abvle 


Taylor Challen Single Action 
Max. blank iin. dia. Largest 

Deepest article 7iin BOX 
Clifton House, Fuston Road 


Press 
1Zin 
MACHINERY 


article 
V 436, 
N.W.1 


When answering advertisements kindly mention MACHINERY. 
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KNIGHT No. 40 Vertical Milling Machine in 
showroom condition. 

AS NEW MILNES High-Speed Vertical Milling 
Machine, with Measuring Equipment. 

PALLAS V.1 Vertical Milling Machine. 
on 4,185 r.p.m. 
Sin. 


; | Speeds 
Working surface 30in. by 


CTORIA U.2 complete with 
Slotting Attachment. 

TR Horiz. Milling Machine. Power 
Feeds in all directions. Table 40in 10in. 

AS NEW WILLSON 7}in. Centre Lathe, with 
Equipment. 

HERBERT No. 7 Combination Turret Lathe, 
complete with equipment, in excellent condi- 
tion. 

NORTON 6 x 18 Hydraulic Surface 
with Magnetic Chuck, Keconditioned. 

MIS 6 < 18 (American built) Hydraulic 
Plain Cylindrical Grinder, in excellent con- 
dition. 

Only a small selection of our new, 
reconditioned and used Machine Tools, at very 
reasonable prices, which can be inspected 
under power. 

Our new Machines include the COLCHESTER 
range, WILLSON Mark V and W. & M. 
Centre Lathes. Ex Stock. 

Write for Stock List. 
THE CAUSEWAY, EGHAM, 
SURREY. 

Tel.: Egham 3155/6. 


Vertical and 


(Grinder 


Herbert Bench Drilling Machine. 
x Cap. tin., single spindle. Quill movement 
5in. Head movement 5tin. Table area 10in. 
by 10in.—BOX V398, Macuinery, Clifton 
House, Euston Road, N.W.1. 


Drummond Electraulic Mandrel 
: Press. Type ABN.12/17. Fitted with 
interlocking safety guards and control mechan- 
ism. Electric motor and pump. Cap. 12 tons. 
Stroke 17in.—BOX V400, Macuinery, Clifton 
House, Euston Road, N.W.1. 





PARKSON MODEL 2N 
UNIVERSAL MILLING 
MACHINE 


Standard voltage, table 51” « II¥”, 
auto feed in all directions, com- 
plete with 6” dividing heads, 
swivelling heavy duty vertical mil- 
ling attachment, universal milling 
attachment, slotting attachment, 
14” rotary table. “as new” 
condition. 


J. E. RAISTRICK LIMITED 
RELIANCE WORKS, POYLE TRADING ESTATE, 
COLNBROOK, BUCKS. 

"Phone: Colnbrook 2421-2 
"Grams: “RAISTRICK, COLNBROOK 
SLOUGH” 


In 











Conveyor Approx. 95ft. Long, and 
aft. high with ramp down to floor level. 
Approx. 24in. wide with rollers spaced at inter- 
vals of 18in. with no support in between. 
| Motorised 440/3/50. Lh.p. 420r.p.m. Travel 
ling belt suitable for heavy hampers or large 
parcels. —BOX V468, Macuinery, Clifton 
Hous,, Euston Road, N.W.1. 


Churchill Redman S.S. & S.C. 

Gap Bed Lathe. Series 4000. 12in. by 
Sft. between centres. Swing in gap 4ft. 4in 
dia. by 20in. gap. 2ft. dia. swing over slide 
20in. dia. swing over saddle. Infinitely variable 
belt drive to spindle from 3 h.p. motor, 400/3/50. 
With screwcutting change wheels, 48in. by 27in. 
dia. Faceplates. 24in. 4-jaw chuck, 3-point 
and travelling steady.— BOX, V254, MACHINERY, 
Clifton House, Euston Road, N.W.1 


Excell No. 3 Diefiling and Sawing 

Machine. Length of stroke 4in., throat 
distance 9tin. Max. thickness of work admitted 
3hin. Strokes per min. 65, 100, 150, 220. Dia. 
of table 16in. Angular adjustment of table in 
4 directions 15 deg. Length of files Sin ? h.p. 
motor at 900 r.p.m.—BOX V256, MACHINERY, 
Clifton House, Euston Road, N.W.1. 


New Grinders. 
MYFORD MGi2 
eap. 5in. by 12in. 
EXCEL Model 3/12 
Grinder, 24in. by 8in. 


Cylindrical Grinder, 


Hydraulic Surface 


NEWALL 36in. by 10in. Plain Cylindrical 
| Grinder. 

SCRIVENER No. 2 
6in. cap. 
| CHURCHILIL Hydraulic 12in. by 36in. 
Semi-Universal Cylindrical Grinder, £350. 

CHURCHILL Hydraulic Spline and Surface 
Grinder, 48in. by 6in., £325. 

REID Surface Grinder, 18in. by 6in 
motorised, £175. 

ORCUTT 20in. 
£150. 

JONES & SHIPMAN lin. cap. motorised 
| Twist Drill Grinder, £55. 
OUR H.P. CHARGES ARE STILL 

5 PER CENT. PER ANNUM. 

G. M. BUCKINGHAM, Ltp., 8, Clarendon 

Avenue, Leamington Spa. Tel.: 1215. 


Centreless Grinder, 


. fully 


Hydraulic Spline Grinder, 


ONLY 


Conveyor About 48ft. Long, 3ft. 

off the ground, with side panels about 9in 
high with a belt about 24in. wide. Motorised 
440/3/50. %h.p. 1,425 r.p.m. In good condition 
and suitable for light parcels.—BOX V463, 
MACHINERY, Clifton House, Euston Road, 
N.W.1. 


| Manesty No. 2 Pelleting Machine. 


Fully motorised with built-in motors, 
400-440/3/50. Max. dia. of pellet l4in. Output 
3,300 pellets per hour.— BOX, V427, MacHrInery, 
Clifton House, Euston Road, N.W.1. 


| Mills 4B 100 tons Oilaulic Press. 


Series 9720. 15in. 
30in. max., 16%in. min. 
pump with 2,240 Ibs. per sq. in. pressure and dial 
pressure gauge to 125 tons. Motor 25 h.p 
400/3/50. 970 r.p.m.—BOX V419, MACHINERY, 
Clifton House, Euston Road, N.W.1 


stroke. Daylight 
Fitted with hydraulic 


& Turton Pelleting 

Press, type P.4. Max. size of pellet 
2tin. by tin. Strokes per min. 30. Motorised 
5 hp. 400/3/50—BOX V420, MAcHINERY, 
Clifton House, Euston Road, N.W.1 


Bradley 


eavy Duty Roller Conveyor 

Track by W. Cross. 6—24in. wide in 

7ft. lengths 20 rollers 3iin. dia. Also 14 

rollers on lower half at 24in. dia. Very good 

condition. BOX V457, Macuinery, Clifton 
House, Euston Road, N.W.1. 


Herbert No. 1 Motorised Capstan 

late model, collet chuck, barfeed suds, 
switchgear. Max. speed over 4,000 r.p.m., 
also No. 2B A.G.H. capstan, Flamard bed, power 
feeds, excellent condition.—4 L. THOMAS. 
Lrp., 18, Park Avenue, Solihull 1281 


1951 Ward 3A. Good Condition, 
with equipment.— BOX V275, MACHINERY, 
Clifton House, Euston Road, N.W.1 


Swift S.S. & S.C. Lathe, 16}in. 

centre height by 10ft. 3in. between, 57in 
swing in traverse saddle, Modern 
Machine.-DEREK HARTLE Linirep, Wel- 
lington Road, Ashton-under-Lyne "Phone 
Ashton-under-Lyne 3631/2 


gap. rapid 


Kendall & Gent Vertical 

Horizontal Plano Milling 
capacity 14ft. by 7ft. by 3ft. 9in., complete with 
4 milling heads and electrics, suitable for 
400/3/50.—BOX V279, Macwinery, Clifton 
House, Euston Road, N.W.1. 


and 
Machine, 


Huller UG.5 Tapping Machine. 
Cap. lin. steel. Controlled pitch 
Spindle speeds 100-560 Motorised.— WILCOX 
& CO., Barr Street, Birmingham, 19. NORthern 
234/5. 


Churchill “ee * 
Internal Grinder, built 1941 

standard equipment.—FROME 

GAUGE, Lip., Market Place, 


2G, 


Motorised 

4 spindles and 
TOOL & 

Frome. Tel 


‘Taylor Challen B.2 Press. Series 

1290. 2 tons. Variable stroke. Table 
area 16in. by 10in. Daylight 7in. All guards. 
Motorised 1 h.p. 400/3/50.—BOX V4x9, 
MACHINERY, Clifton House, Euston toad, 
N.W.1. 


Series 
Motorised 
guards.—BOX 

Euston Road? 


Bliss 18 Power Press, 

54630. Variable stroke } to2 
400/3/50. Fitted with safety 
V492, Macurnery, Clifton House, 
N.W.1. 


30 
Flexi-press by Jackson 
plate 54in. by sin Fitted 
with centres. Motorised 7.5 h.p 400-440/3/50. 

BOX. V498, MacHinery, Clifton House, 
Euston Road, N.W.1 


E-N.B. Straightening Press. 
tons. Series 4180 
& Hunt. Bed 


. 
ilwaukee Vertical Milling Ma- 


chine No. 14B. Table size l1tin. by 
45in., moves 3lin. Slide moves 10in. Rise and 
fall of table 1zin. Motor 400-440. 4 bp 
BOX V494, Macurnery, Clifton House, Euston 
Road, N.W.1 


Colchester 6in. Master Centre 

Lathe. Series 14760 All geared head 
stock. & spindle speeds 20-550 r.p.m Full 
screwcutting range. Power surfacing and slid 
ing. 4-way toolpost. Prismatic bed. Motor 
ised 62 h.p.. 400-440/3/50.— BOX V499, 
MACHINERY, Clifton House, Euston Road, 
N.W.1. 


hread Grinding Machine, 
Wickman Horstman No. with form 
relieving attachment and overhead mounted 
wheel crusher Very good condition Apply 
BOX, V90, Macuinery, Clifton House, Euston 
Road, N.W.1. 


Churchill Surface Grinding Ma- 

chine, model O.8S.V. Capacity 30in. by 
10in. Heavy duty machine with vertical-wheel 
spindle. Magnetic chuck Fully motorised 
Rebuilt as new Apply BOX V113, 
MACHINERY, Clifton House, Euston Road, 
N.W.1. 


When answering advertisements kindly mention MACHINERY. 
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Ahcol Slotting Machine. Rotary 

type for screw heads and similar com- 
ponents. Work plates 9in. dia. on adjustable 
slide. The cutter spindle is horizontal, also the 
workhead. Cutter spindle driven by 1. h.p. 
motor 400-440/3/50. Vee rope drive. With 
coolant tank and pump. Starter.—BOX, 
V477, Macurnery, Clifton House, Euston 
Road, N.W.1 


raser Mono-Radial Hydraulic 

Pump. Type D.5. Motorised 4 hip 

400/3/50. 1,000 r.p.m BOX V452, MACHINERY, 
(lifton House, Euston Road, N.W.2 


ussell Saw Sharpener. Series 
8.3070. With spindle of 1,880. Cap. 
approx. lin. bore by 15in. to 40in. dia. Motor- 
ised 1 h.p. 400/3/50.—BOX V455, MACHINERY, 
‘‘lifton House, Euston Road, N.W.1. 


Lorenz Gear Shapers, Model 
SOO. Automatic high speed gear shapers. 


Max. dia. for spur gears 180 mm. Max. dia. | 


for spiral gears 165 mm. Width up to 50 mm. 
Index module up to 4. Driving pulleys 200-600 
rp.m. Max. length of stroke 2}in 
eycle. Coolant pump. Motorised 400-440/3/50. 
All rebuilt.—-BOX V469, Macuinery, Clifton 
House, Euston Road, N.W.1. 


Automatic | 
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of ng service 
—W. BE. NORTON (MACHINE TOOLS), Lrn., 
Gresvenor Gardens House, ( nor G ardena, 
London, 8.W.1. "Phone: Tate Gallery 0633/4 
Cables: tl London. 


Two No. 6SP Potter & Johnston 
Chucking Automatics, with self-contained 
motor drive, 15 h.p. 400/3/50, 30in. dia. air- 


GOOD CLASS 
coLD SAWING MACHINES operated chuck, I4in. dia hole and single 
IN STOCK cro slide LEE & HUNT, Lrp., Crocus 


CLIFTON & BAIRD Mode! (S0.0, motor drive, 


dia. of saw blade 18in., capacity rounds 5jin., > ore *resses 
ey ity —— 5in., 3 biade speeds 30 Werner Pfleiderer Presses. 160 


6 ft./min.. b.p. tons pressing power 31 tons pull back 
RUSSELL 20/24 HYDROFEED, motor drive, | Power. Ejection power 42. tons Working 
dia. of saw blade 20in., capacity rounds 64in. pressure 200 Ibs. per sq in. Max stroke 
capacity squares 64in., H-sections 12in. by | 21.840in. Stroke ejection 13.65in. Distance 
4tin., 4 blade speeds 35-90ft./min., h.p. 74. between columns 26in. by 374in. Self contained 
WAG DFA Fully automatic, motor drive, | With a 3-throw reciprocating pump. With 
dia. Saw blade 22in., capacity: rounds 7¢in., | Pressure control valves. 8 galls. per min 
squares 62in., rectangulars 15%in. by 4iin., | Working pressure 2.940 Ibs. per sq. in. 200 
four cutting speeds from 39ft.-29ft./min., |7-P-™.. Rams 33 mm. by 69 mm stroke 
h.p. motor 74. 400/3/50 motor. 29 amps 14.5 kW 1,440 
Model EF, motor drive, dia. of saw | '.P-n. Fouravailable.—BOX V 405, - ACHINERY, 
blade 27in., capacity rounds 9in., capacity | (lifton House, Euston Road, N.W 
squares Stin., stepless feeds 0-12in./min., 
h.p. 10. 
NOBLE & LUND No. 1 B.S. Band Saw, motor iengarten 70 tons High Speed 
drive, dia. of saw pulleys 4ft., depth of work W 
admitted 2ft. 6in., overall table size 6ft. by Lamination Press. Drive direct from 
5ft.. three cutting speeds, 75/168ft./min., | motor through gears. Motor mounted integral 
h.p.3. with machine. Variable grip feed mechanism 
to take 7tin. wide strip. 3iin. feed, 8tin 
Full details on any of the above from: throat. 20in. between push and pull feed 


its. lin. dia. ram hole. Pinion 7}in. o/d 
| SOAG MACHINE TOOLS LTD., 26 teeth. Approx sin. adjustment on conn. rod. 
| JUXON STREET, LAMBETH, LONDON, §.E.11. | Vistance between table and ram I4in. Space 


Gilvercrown Dryer. Model 2. 

90 Ibs. safe load. 174in. dia. by 23in. deep. 
Fitted with heating elements and in good condi- 
tion. BOX V440, Macutnery, Clifton House, 
Euston Road, N.W.1. 


rockhouse Gas-fired Vertical 
Multi-tube Boiler. Type VS.987. Max 
working pressure 110 Ibs. per sq. in. Evapora- 
tion 144 Ibs. per hour. Fitted with electrically 
driven feed pump and controlled by Drayton 
1992 Float Switch, with pilot valve and mains 
alarm.— BOX V447, Macuinrev. Clifton House, 
Euston Road, N.W.1 


on table 14in. by 20in. Two positions in fly- 
"Phone: RELiance 7201. wheel giving % speeds. Variable stroke up to 
‘Grams: Sotoolsag, London, 8.E.11 80 mm. or 3iin. Motorised.—BOX V406, 
MAcHINeRY, Clifton House, Euston Road, 

N.W.1. 


hodes Power Press. Eccentric ws — , 
R action. Stroke tin. Table area 16in. by Sft. by jin. 7 Macnee, 400/3 50. 
12in. Square hole in table 4}in. by 6}in BOX V: * MACHINERY, Clifton House, 
Throat 6in. to ram centre. Hole in ram 2in, | Euston Road, pi 
dia. Kise and fall table. Motorised 400/3/50 

BOX V412, Macninery, (Clifton House, 

Euston Road, N.W.1 


FOR HIRE 
" . P One Horizontal Milling Machine 
Besco Rotary Shearing Machine. for hire. Hexagon motorised 42in. by 
Capacity 14G by 42in. throat. 400/3/50 10in 6/12 months’ contract 400/3/50 supply 
BOX V299, MacuInery, Clifton House, Euston | London area.—BOX V269, Macainery, Clifton 
Road, N.W.1. House, Euston Road, N.W.1. 





RECEIVED TOO 


LATE FOR CLASSIFICATION 








he Director-General, India 

Store Department, Government Building, 

Bromyard Avenue, Acton, London, W.3, invites 
tenders for the supply of: 


1 NO. HYDRAULIC STRETCHING AND 
DETWISTIN(G; MACHINE FOR SEMI- 
HARD RODS AND PROFILES OF 
HEAVY AND LIGHT METAL AND OF 
SOFT LRON 

STRETCHING CAPACITY 
TONS 


ABOUT 120 


Tender schedules and specifications may be 
obtained from the above address at a fee of 
ten shillings which is not refundable. Cheques 
should be made payable to High Commission 
of India. The applications for tender forms 
should state reference 2077/57/S8B/ENG.3 


Tenders complete with specifications are to be 
submitted by MONDAY, the 3rd MARCH, 1958. 


Wanted, Berninghaus Coil Urgently Required—-Brown & 
Automatic of approximately 8-10 mm 3 , 
capacity. Condition immaterial—BOX V270, harpe Automatic Magazine bar Seed 

MACHINERY, Clifton House, Euston Road, | 8ttachments, suitable for No. OOG. B. & 
N.W.1 . * | Autos.—Full details to BOX. V278, Mac HINURY, 
9 _ Clifton House, Euston Road, N.W.1 


Wanted. Worm Cutting Machine Pantograph 3D Wanted, George 

for worms up to fin. dia. similar to Alexander No. 2 3 or Taylor Hobson 
Waltham.—-BOX V277, Macntnery, Clifton | SWIFT COMPONENTS (LONDON), Lrp., 
House, Euston Road, N.W.1 434, Essex N.1. CANonbury 6727 
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SITUATIONS VACANT 








Capstan Setter-Operator Re- 
quired. Small machine shop 8.W. London. 
Write giving full particulars of age, experience 
and wages required in confidence, to BOX V154, 
MACHINERY, Clifton House, Euston Road, 
N.W.1. 


Highly Paid Secure and Interest- 

ing posts are always available for tech- 
nically trained men. Find out how you can 
put some letters after your name by preparing 
at home in “No Pass—No Fee” terms for 
A.M.1.Mech.E., A.M.1.Prod.E., A.M.8.E., City 
and Guilds, etc., etc. Full details of exams. 
and hundreds of courses in all branches of 
Engineering. Draughtsmanship and Manage- 
ment, the Benefits of our Employment Dept., 
and unique record of 95 per cent. successes, are 


given in “Engineering Opportunities ''— 
valuable 144-page Guide which will reveal 
many chances you are now missing. Write 


for your copy today (stating subject of interest), 
SE and without obligation—B.1L.E.T., 
Dept. 34a, Wright’s Lane, London, W.8. 


Senior Jig and Tool Draughts- 

men required by Company situated near 
Bournemouth manufacturing specialised com- 
ponents for the motor industry. Experience of 
machine tool design and knowledge of hydraulics 
an advantage.—Write stating age, details of 
experience, technical training and salary required 
to BOX V152, Macutnery, Clifton House, 
Euston Road, N.W.1. 


Chief Inspector Required by 
expanding Company. A man with a good 
Precision engineering background who has 


drive and initiative, able to organise the depart- 
ment, institute and maintain quality control 
of a product which is produced on a batch 
production basis. This is a tough job with a 
lot of hard work attached to it, particularly at 
the start. The company is situated in the 
Southampton area.— Reply BOX V110, 
enrass. Clifton House, Euston Road, 
N W.1. 


Working Shop Foreman Manager 

for small sub-contract workshop with 
Autos, Capstans, Mills, etc. Keen active man 
with good organising ability and thorough 
knowledge of the trade required. This is a 
tough consignment and presents a good oppor- 
tunity for the right man to exploit his abilities. 
Write stating full details and your own salary 
figure to H. FRAZER, 70, St. Albans Road, 
Cheam, Surrey. 


Draughts men, Junior and Senior 

required for work on advanced types of 
capstan lathes and automatics. Please give full 
details of training, experience and _ salary 
required.—MURAD DEVELOPMENTS Lip., 
Aylesbury, Bucks. 


Metallurgist Required for Re- 

search and development on cutting tool 
materials, by leading manufacturers of Hard 
Metal. The work will include development of 
new cutting materials and investigation of the 
application of existing materials. University 
degree or equivalent qualifications required and 
preference will be given to applicants with some 
industrial experience.—Write, giving age, 
qualifications, experience and salary, to BOX 
V2s2, MACHINERY, Clifton House, Euston Road, 
N.W.1 





Capstan or Turret Setter Oper- 

ators required for Ward 7 or Ward 3A 
Only highly skilled men accustomed to turning 
out absolutely first-class quality work need 
apply. The wages are top-grade. Plenty of 
overtime plus bonus, sick pay, etc., and pension 
scheme after establishment. Housing provided 
after 3 months trial period. Also vacancy for 
one good young centre lathe turner. 
Applications in full stating past experience, to 
BALDING ENGINEERING, Lrp., Bessemer 
Road, Norwich 


Preduction Superintendent for 

small works in West of England, engaged 
in close limit aircraft component production 
State age, e perience and salary required. 
BOX V262, Macutinery, Clifton House, Euston 
Road, N.W.1 


Capstans Working Foreman. 


Must have extensive experience as first-class 


setter on close limit aircraft components. Ten 

Capstans, for West of England. State age, 

experience, salary required.— BOX, V 263, 
Clifton House, Euston m 





MACHINERY, 
YW. 





ASSISTANT 
PLANNING ENGINEER 


Required with Machine Tool or 
similar manufacturing experience, 
for operation layouts on batch 
and prototype’ work. Some 
knowledge of tooling and mathe- 
matics would be useful. Excellent 
prospects for a young man (up to 
35 years) seeking a permanent 
career. Send full details of age, 
education, experience and present 
salary to Personnel Manager, 


W. E. SYKES LTD. 
Manor Works, Staines, Middx. 











Setter Mechanic, Experienced 
packaging machinery required for North 
London factory Excellent conditions, non 
contributory pension scheme Apply PER 
SONNEL OFFICER, INTERNATIONAT 
CHEMICAL CO., Lrp., Braydon Road, N.16 


Hardinge Machine Tools Ltd., 

require a highly qualified designer, parti 
cularly experienced in design development ot 
light machine tools of at least Swiss precision 
Applicants must be capable of ideas which wil! 


keep Hardinge machines in the forefront ot 
their field This is a Senior appointment 
carrying high salary.—Apply MANAGING 


DIRECTOR, 
Middlesex 


Hampton Road West, Hanworth 


Sales Engineer Required by 
(ity firm (B.C.3) for London and the 
South East with experience in machine tools 


and industrial plant Only men of initiative 
good presence and sound technical background 
need apply. Staff notified. Applications treated 
strict confidence Fullest details ave, experience 
salary, BOX V240, Macuinery, (Clifton House 
Euston Road, N.W.1. 


hief Estimator Required for 
engineering firm in Coventry, to take 


charge of Estimating Department. Experience 
in estimating for Jigs, Fixtures, Press Tools, et« 
essential. This is a responsible position, with a 
commensurate salary. Every amenity, pension 
scheme, and excellent prospects of advancement 
Also Works Manager to take full control of 
Works, Works Personnel, Production Control 
etc Experience in such work essential (iood 
salary, pension scheme, together with excellent 
prospects in an expanding organisation 
Please apply with full particulars to BOX. V260 
MACHINERY, Clifton House, Euston toad, 
N.W 


Ratefixer (Assistant), Age 25-30, 
with similar previous experience in general 
machine shop and/or light electro-mechanical 
assemblies required Applicants who have 
served an engineering apprenticeship preferred 
Five-day week. Contributory Pension Scheme 
Apply with full details of career and salaries 
earned to PERSONNEL MANAGER, THE 
PHOENIX. TELEPHONE AND ELECTRIC 
WORKS, Lrp., The Hyde, N.W.9 





Designer-Draughtsman, 25-30 
years, required in London by rapidly 
expanding company for examining customers 
enquiries on mechanical applications of the 
company’s products Design experience in 
machine-tool and motor industry an advantage 
This appointment offers a wide insight into 
nearly every type of engineering process in this 
country and personal contact with customers. 
Apply to BOX 272. MAacninery, (‘lifton 
House, Euston Road, N.W.1 
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M@chine Tool Merchants Re- 

quire young person with drive and 
enthusiasm to be Assistant to Sales Director 
Prospects and income only limited by personal 
effort.— eply with full particulars to BOX. V1R2 
MACHINERY, Clifton House, Euston Road, 
N.W.1 


apstans. Working Foreman. 
Must have had extensive experience as 
first-class setter on close limit Aircraft com- 


ponents. New Ward machines, mixed labour, 
Croydon area. Applicant must have held 
similar position.—Write, giving particulars, 
experience, age and salary required, to BOX 
V174, Macuinery, Clifton House, Euston 
Road, N.W.1 
Planning and Estimating 
Engineer required. A good practical 


machine shop background is required, together 
with previous experience as Planning Engineer 
Position suitable for younger man with energy 
and desire to improve financial position. Small 
factory Croydon area, mixed labour.— Write, 
giving full particulars, experience, age, etc., to 
BOX V176, Macurvery, Clifton House, Euston 
Road, N.W.1. 


Capstan Setter Required for 

light engineering works in Sussex. Must 
be fully experienced and reliable. State age, 
experience, wage.—BOX V226, 
Clifton House, Euston Road, N.W.1. 


Production Manager. Applica- 

tions are invited for the position of Produc- 
tion Manager in established medium-size 
electronic and light electro-mechanical company, 
West Middlesex area. This appointment pro- 
vides excellent opportunity of permanent post 
for the right man with initiative and a good 
educational standard. Essential requirements 
are age 35-50 sound workshop training, preferably 
with H.N.C. in Production Engineering, and 
experience imcluding light precision work, 
application of small press tools, fabrication work 
of type used for electronic equipment units, also 
batch production wiring and assembly methods. 
Post involves responsibility for all production 
engineering and manufacturing operations. 
Life Assurance and Pension Scheme.—Write 
fully in confidence, stating age, qualifications, 
experience, salary required, to BOX V228, 
MACHINERY, (Clifton House, Euston Road, 
N.W.1 





Production Engineer is Re- 

quired to supervise the complete manufac- 
ture, construction and erection of specia 
purpose machines. These machines are designed 
by ourselves to our customers’ particular 
requirements, and will generally be built using 
standard units and standard unit heads, which 
are also designed and manufactured by ourselves. 
Academic and practical training must be of a 
very high order, as the successful applicant will 
be required to work very closely with the 
Technical Sales Engineer and Chief Designer 
to make a team capable of controlling all design 
and manufacture. This is a new job in a com- 
paratively new field and to a suitably trained 
engineer could lead to the position of Works 
Manager.— Apply, in writing, giving full details 
of age and experience, to GENERAL MANA- 
GER, BROOKE TOOL MANUFACTURING 
©O., Lrp., Aldridge Road, Perry Barr, Birming- 
ham, 22b 


Draughtsman Required, Experi- 

enced in plastic mould design. Good 
opportunities for advancement.—Write SEA- 
FORTH, Watchett Works, Oakhurst load, 
Southend-on-Sea, Essex. 
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THE DE HAVILLAND ENGINE 
COMPANY LIMITED 


(ROCKET DIVISION) 
PRODUCTION CONTROL 


Applications are invited from suitably qualified engineers in the age 
group 30 to 45 for the position of Production Controller. 


Essential qualifications 


include a 


sound practical training in 


engineering, and applicants must possess H.N.C. or equivalent. 

Proved experience in the control of production, stock control, 
material and shop ordering, progressing, machine loading and 
programming is required, together with a knowledge of modern 


control systems. 
Experience of 
essential. 


M.O.S. Stores 


procedure is 


desirable, but not 


Assistance towards housing accommodation could be arranged. 
Applications (quoting Ref. SC.750) should be sent to: 


The Personnel Officer, 
The de Havilland Engine Company Limited, 
Stag Lane, EDGWARE, Middx. 











MACHINERY, | 





SENIOR DEVELOPMENT 
ENGINEER 


An exceptional opportunity for a 
Mechanical Engineer, in the 30-40 age 
group, wishing to broaden his responsi- 
bilities, occurs in our organisation. 
The successful candidate would, after 
experience of our products, take charge 
of our Design Office and Development 
Dept., comprising a staff of about 45 in 
all. 

An Honours Degree in Mechanical 
Engineering followed by responsible 
development or design experience in 
light to medium engineering are the 
minimum technical qualifications Ex- 
perience of research, especially in 
machine dynamics, strength of materials 
or elasticity would be considered 
valuable. 

Staff conditions, salary, pension scheme, 
etc., are up to the standard expected 
by those genuinely qualified for this 
post. 

Candidates should write initially to the 
Secretary, The British Northrop Loom 
Company Ltd., Blackburn, Lancashire. 











WORKS SUPERINTENDENT 
REQUIRED 


Immediately by expanding firm of 
precision engineers in the West Midlands 
area, employing over 3,000 people 

An experienced practical engineer of 
first-class standing is required, and 
applicants must be conversant with 
modern production methods and must 
be able to handle labour and be a good 
disciplinarian. 

The situation offers excellent prospects 
for the right type of man, it is permanent 
and progressive and a good superannua- 
tion scheme is available. 

Write, giving full details of past ex- 
perience, positions held, salary, etc., in 


chronological order, to Box V.232, 
MACHINERY, Clifton House, Euston 
Road, N.W.1. 








DRAUGHTSMEN 


required for old-established and expand- 
ing die-casting company in North London. 
Some experience of die-casting or plastic 
moulds essential. Salary up to £1,000 
per annum. Permanent monthly staff 
appointment with comprehensive pension 
and dependants’ insurance scheme. 
Assistance with renoval expenses in 
approved cases. Five-day week in pleas- 
ant modern office ; canteen facilities. 


Apply with details of experience to 


Personnel Manager Box UK. 7982 


A.K. Advg., 212a Shaftesbury Ave., 
London, W.C.2. 








es Road, N.W. 


OFFICE POSITION 
for man aged 25 35 

With some technical knowledge or 
Machine Tools to deal with correspon. 
dence and quotations, required by well. 
established Machine Tool Importers. 

Good prospects. Apply Box V23! 
MACHINERY, Clifton House, Euston 

! 








JIG & TOOL 
DRAUGHTSMEN 


Required by the Hoffmann Manufacturing 
Company, Limited, Ball & Roller Bearing 
Manufacturers. We have openings for 
men with particular experience of 
PRESS TOOL WORK. Conditions of 
employment are good and posts are 
pensionable. Please apply, giving full 
details of age, training and experience to 
Personnel Maneger, The Hoffmann 
Manufacturing Company, Limited, 
Chelmsford, Essex. 
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TWO DESIGNERS OF SECTION 
LEADER STATUS 


are required for Mechanical Engineering 
ranging from Precision Gauge and 
Machine Tool Work to Fabrication and 
Mechanical Handling. Knowledge of 
Instrumentation advantageous. Also a 
PLANNING ENGINEER with a good 
knowledge of Spherical Trigonometry to 
Plan, Supervise Manufacture and Inspec- 
tion of High Precision Mechanical En- 
gineering Projects mostly on a one off 
basis. 

The work in both cases is largely for the 
Atomic Energy Authority and applicants 
are requested to write full details of 
previous experience and technical qualifi- 
cations, in confidence to: 


B.O. MORRIS, LTD., 
Albion Works, 


465, Commercial Road, 
Portsmouth. 











TECHNICAL 
REPRESENTATIVES 


required for East Midlands and 
West Midlands, for the sale of 
specialised production engineer- 
ing equipment and = special 
purpose machine tools. 
Applicants must be workshop 
trained and able to demonstrate 
to production engineers. 


Remuneration by fixed salary 


plus expenses. Car will be 
provided. 

j London interviews arranged 
with expenses paid—Write in 


strictest confidence. 


Box V276, MACHINERY, 
Clifton House, Euston Road, N.W.1 























JIG & TOOL 
DRAUGHTSMEN 


Required by The Hoffmann Manufacturing 
Company, Limited, Ball and Roller 
Bearing Manufacturers. We have 
openings for men with particular ex- 
perience of tooling MULTI-SPINDLE 
AUTOS. Conditions of employment 
are good and posts are pensionable. 
Please apply, giving full details of age. 
training and experience to Personnel 
Manager, The Hoffmann Manufacturing 
Company, Limited, Chelmsford, Essex. 





Engineering Company on the 

South Coast require additional representa- 
tion throughout the Aircraft and (General 
Engineering Industry and invites application 
| from an experienced Engineer, who has sound 


connection with all the major Aircraft and 
Engineering Firms. The position calls for a 
man with enthusiasm and drive, and able to 
negotiate at top executive level, with a view 


to obtaining substantial contracts. References 
| required.—Please write in first instance, stating 
; age, experience and salary required, to BOX 
V213, MACHINERY, Clifton House, Euston Road, 
N.W.1. 











REPRESENTATIVES 


Representative Required on Com- 

mission Basis only, to obtain Turning, 
Milling, Drilling, ete., and Assembly work from 
Trade or Ministries. Both precision jobbing and 
production runs. Should also be able to find 
contracts for manufacture of complete products, 
development of prototypes and design and 
manufacture of jigs and fixtures for 
Engineering. Small expanding company situ- 
ated in Kent.—Reply in confidence to 
V283, ‘Macninery, Clifton House, Euston 
Road, N.W-1. 





AMBITIOUS 
MECHANICAL ENGINEER 


Required by Machine Too! Company 
as Representative ‘1 Yorkshire and 
surrounding area. The successful 
applicant will be required to have 
a sound practical knowledge of 
Machine Tools, Power Presses, etc., 
and to be authoritative and persever- 
ing. A high remuneration can be 
earned by salary and commission. 
Applications for interviews stating 
previous experience, should be 
addressed to 


Box L.390, Willing’s, 362 Gray's Inn 
Road, London, W.C.|!. 














BOX | 


Representative Required by Firm 


of Gear Cutters to take over the East 
Coast area in which they are already well 
established. Commission basis only. The re 


muneration would not justify full time employ- 
ment but could be worked in with an existing 
agency in some other line Resident near 
| Middlesbrough Specialised knowledge of 
gearing is not essential, but should have a good 
| general engineering experience BOX V294, 
Macutnery, Clifton House, Euston . Road, 
N.W.1. 


Light | 


enior Technical Representative 
required by leading Manufacturers of 
Machine Tools for London and Home Counties. 
| This is a fine opportunity for man with experience 
and drive. Car provided.—Write, giving full 
details of experience, etc., to Managing Director, 
BOX V235, Macuinery, Clifton House, Euston 
toad, N.W.1. 








Sales Representative Required 
for press work (Light/Medium/Deep Drawn 


by Company in West Middlesex area. This is a 
|sound progressive position.—-Apply, giving 
full details of age and experience, to BOX 


V265, MACHINERY, Clifton House, Euston Road, 
N.W.1. 


Representative Required by 
small Midland Precision Engineering 
Company to introduce work on commission 


| basis.—Write BOX V273, 


_Macuivery, Clifton 
| House, Euston Road, N.W.1. 


When answering advertisements kindly mention MACHINERY. 


| SITUATIONS 
WANTED 


Works Manager, 20 Years as Top 





executive, seeks change in Crawley or 
South Coast area, used to controlling 500 
mixed employees, Buying, D.O. Methods, 
Tv. & study, tool room, machine shops, 


Assembly sheet ‘metal, welding, plating, etc. 
etc.—BOX V188, MacuINery, Clifton House, 
Euston Road, N.W.1 


Practical Engineer, 30 Years’ 

experience in the Work Shops. Machining 
and fitting on prototypes, general and develop- 
ment. Present position engineers manager. 
Seeks similar position, or anything practical. 
Salary £18 Os. Od. per week.—BOX V163, 
MACHINERY, Clifton House, Euston Road, 
N.W.1. 


uyer, Experienced in Light 
engineering, seeks situation in London. 
BOX V220, MacuINERY, Clifton House, Euston 
Road, N.W.1. 


Universal Miller. Wide Experi- 


ence production and toolroom. 30 years 
in trade. Seeks post where loyalty, skill 
initiative and exceptional tool kit would be 


appreciated 
hour. 
Euston 


Minimum starting rate 7s. 6d. per 
BOX V236, Macntnery, Clifton House, 
Road, N.W.1. 


'Toolmaker, 33. 17 Years’ Experi- 


ence on diecast moulds, plastic moulds 
glued to bench, desires change. Anything 
considered London area,— BOX V241 
MACHINERY, Clifton House, Euston Road, 
N.W.1. 
Desisn Development Engineer, 


toolmaker, apprenticed, conscientious, 
hardworking. Sound background, bench, D.O., 
technical office, aircraft industry, labour control, 
general administration, technical or commercial 
London/South BOX Vz92, MACHINERY, 
Clifton House, Euston Road, N.W.1 


Design Engineer. M.J. Inst.E., 
M.Inst.Pkg., Grad. LE.D., A.M.L.E.T., 
Grad.Inst. Mat. Hdg. (34), British, seeks any 
permanent progressive post of responsibility 
where devotion to duty, loyalty and hard work 
are appreciated. Experience: Workshop D.O., 
design office and negotiations at any level. Spec 
purpose, lamp, lino, packaging machines, machine 
tools, chemical engineering, factory maintenance 
Immediate accommodation for family required 
Please reply BOX V296, MACHINERY, Clifton 
House, Euston Road, N.W.1. 


REPRESENTATIVES 


achine Tool Representative, 
aged 40, 12 years experience in the 
London and Home Counties area, seeks similar 


position. Previous posts held, Jig and Tool 
Draughtsman and Planning Engineer. Good 
organiser, who wishes eventually to accept 


responsibility as Sales Manager.—BOX V293, 
Macuinery, Clifton House, Euston Road. 
N.W.1 
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Diprofil AYLOR 


POWER OPERATED 
















Screw and Plain 
PLUG and RING GAUGES 
MULTI-PURPOSE 


MACHINE ° 
featuring 
Diamond and 


Tungsten-Carbide 


a 
Cutting Tools 


Siu 





FILING... 


LAPPING 

SCRAPING .. 

GRINDING Highest standard of 
efit workmanship ensures 

HONING consistent accuracy 

ENGRAVING and maximum 





; working life 
MILLING... SAWING. 


BROOKS & WALKER LTD., 47 Great Eas: 2rn St., London, E.C.2. BIS 7633 


Telex No. 23674 
Midlands Office : Swan Lane, Coventry. Tel 64246 Branches throughout the Country 











INDEX TO ADVERTISERS 





PAGE PAGE | PAGE 
Abt y 1 at Treatments Ltd 143 | Blaker Motor & Welding Co. Ltd., The 142 | Coventry Grinders Ltd 149 
bbey Tool Co. Ltd., The 140 | Bowes Road Eng’g. Co. Ltd 144! Craven Bros. (Manchester) Ltd 50 
A.B.M.T.M. Ltd i4,17 & 18 | Brasshouse, Peter Ltd 182 | Creed, A. B. Ltd 128 
Abrams, Syd. Ltd 137 | Brauer, F. Ltd. 132 | Crosland, William Ltd. 135 
Abwood Machine Tools Ltd 85 | Brilhart Ltd. 150 | Cross Manufacturing Co. (1938) Ltd. Oz 
Acbars Ltd 76 & 172 | British Aero Components Ltd. Back Corer | Crowthorn Engineering Co. Ltd 99 
Acrow (Engineers) Ltd 126 | British Die Casting & Engineering Co. Ltd. 97 Croydon Tool & Case Hardening Specialists 143 
Adams, L. Ltd 143 | British Thomson-Houston Co. Ltd., The 69 | 
Adcock & Shipley Ltd. 7” | Broadbent, Henry Ltd 101 | Dev! Gear Co. Ltd., The 141 
Aero Research Ltd 30 | Brockhouse, J. & Co. Ltd OR | ean & Mulhall Ltd 134 
Aircraft Unit Engineering Co 144 | Brookhirst Switchgear Ltd 22 | Dean, Smith & Grace Ltd ) 
Air Control Installations Ltd 100 | Brooks & Walker Ltd. 181 | Delapena & Son Ltd. 16 
Alexander, Geo. H. Machinery Ltd Brown, David Corporation (Sales) Ltd., The 60 | Denford’s Engineering Co, Ltd 7 
149, 150 & 151 | Brown, F 140 | Designex (Coventry) Ltd 139 
Alka Co., The 144 | B.S.A. Tools Ltd Front Cover, Back Cover | Desoutter Bros. Ltd 62 
Allspeeds Ltd 115 | Buck & Hickman Ltd 2 | Diamond H Switches Ltd 39 
Ambressey Engineering Co. Ltd 145 | Burnand, W. E. & Son Ltd 92 | Dimeo (Gt. Britain) Ltd 156, 160 & 165 
A.M.D. Engineering Co, Ltd 141 | Burton Griffiths & Co. Ltd | Dinsdale Engineering Co. Ltd 138 
Anderton Springs Ltd 128 Front Cover, Back Cover | Doncaster, Daniel & Sons Ltd 123 
Armstrong Siddeley (Brockworth) Ltd 71 | Butcher, Henry & Co 154 | Donovan Electrical Co. Ltd., The 112 & 150 
Armytage Bros. (Knottingley) Ltd 26 | Dormer & Wadsworth Ltd 148 
Asquith, Wm. Ltd Inside Front Cover amdentools 138 | Dowding & Doll Ltd 40,41 & 118 
Atkins, Wm. (Coventry) I td 140 arder, R. E. Ltd. 139 | Dowling, David Ltd 37 
Austin, E. & Sons (London) Ltd 128 | Carter, B. & F. & Co. Ltd. 151 | Drummond-Asquith (Sales) Ltd. 
Aylesbury Turned Parts (True Screws) Ltd. 144 | Cashmore, John Ltd 155 | Inside Front Cover 
Centaur Tool Works Ltd. 130 & 156} Dunb & Cook Ltd 112 
Challis, Henry Ltd. 114 | Duplex Electric Tools Ltd 114 
aker, W. A. & Co. Ltd 54 | Churchill, Chas. & Co. Ltd +] 
aldwin ening nt Co. Ltd. 24 | Churchill Machine Tool Co. Ltd., The 14} Exlivse Metal Industries Ltd 145 
Bedford, James & Co. (Halifax) Ltd 104 | Cincinnati Milling Machines Ltd. 1 | dmonton Tool & Eng’g. Co. Ltd, 148 
Bell, H. (Machine Tools) Ltd. 168 | Cohen, Geo, Sons & Co. Ltd. E.D.8. Co. Ltd 148 
Bell Precision Engineering Co. Ltd 149 21, 135, 158, 159, 160 & 161 | Edwards Bros 146 
Benton Engineering Co, Ltd. 143 | Consolidated Pneumatic Tool Co. Ltd 44 | Edwards, F. J. Ltd, 154, 158, 159, 164 & 174 
B.G. Machinery Ltd 116 | Cooke, Troughton & Simms Ltd. 96 | Elgar Machine Tool Co, Ltd. 45 & 168 
B.H.P. Machine Tool Co. 56 | Corfield & Buckle Ltd. 92 | Ellay Tubes Ltd 110 
Birfield Industries Ltd. 104 | Cornercroft I td. é 2 | Elliott, B. & Co. Ltd. 31 & 49 
BirminghanyTool & Gauge Co. Ltd. 77 | Cort, Robert & Son Ltd. : 142 & 156 (continued on page |82) 


When answering advertisements kindly mention MACHINERY. 















































































182 (Suppt.} MACHINERY January 17, 1958 


INDEX TO ADVERTISERS—continued from page 1/81 






























aR PAGE PAGE PAGE 
1g Machine & aa Co. Ltd 132 mM“ Dowall Equipment Co. Ltd 148 | Rosser & Russell Ltd 144 
b.M. Hectronics Ltd. 27 achine Shop Equipment Ltd. . . 106 & 133 | Roth, L 166 
Engineering Design Service 139 | Machine Tool Sales (London) Ltd. 15 | Roto-Finish Ltd 125 
Engineering Products Ltd 133 | Machinery Publishing Co. Ltd., The 131 | Rowland, F. E. & Co. Ltd. 11 
E.N.V. Eng’g. Co. Ltd 98 | Macready’s Metal Co. Ltd 6 | Rye, Claude Bearings 150 & 151 
: uity Credit Co. Ltd., The 94 | Marbaix, ‘aston E. Ltd 5D 
irma Ltd. 100 | Marley, W. H. & Co. Ltd 134 
Every, G. W. & Sons Ltd 140 Mereden & Sieme 108 eer 447 | galter, Geo. & Co. Ltd g2 . 
arsden, W. G. Engineering Lt 6 | Danders, H. G. & Son Ltd 138 
Martin Bros. (Machinery) Ltd 155 | Ss » , » Ne Ri 
nner, J. H. & Co. Ltd 107 | Martin. “sol Ltd ae 2 173 Bank “a Bros  Remeny re Ltd 129 
erranti Denis Meters Ltd. 150 | Martonair Ltd. 105 Soe fie hine P aii I re : 
Ferraris, Fred (Clerkenwell) Ltd 100 | M_A.S.8. Tools Ltd 102 Se ‘ee n Mac hin Toni ¢ - 77 TY = , 
A, on - ; | | MLA.S.! s Ltd. ert = Also ac Tool Co. Ltd., The 53 
tea 2 iV, & John Brown Ltd. as | Matthews, Chas. FE. (Machine Tools) Ltd. _ | Senior, Tom 130 ‘ | 
Wiexivon Idd 128 | sfaun Industries Ltd 160 & a. | Sentinel (Shrewsbury) Ltd. 25 
e aun Industries Lt« 30 | Se ~aghe Engineering 3 
v.N.F. Machinery Manufacturing Co. Ltd. 143 | y tustries 14. Seton Creaghe Engineering Ltd. 140, 141 & 143 | 
’ . Maurall Engineering Co 144 | Shawe Metal Spinning Works 14 
Forrest, W. & Co. Ltd 154 & 156 | Metalax (Conveyors) Ltd 106 | Shettield Twist. Drill ‘e Steel Co. Lid.. The as | 
Funditor Ltd 109 | Middleton Tool & Engineering Co. Ltd 148 | Shelmerdine & Mulley Ltd 143 | 
; ; Midland Machine Tool Co. Ltd 152 & 175 | shirley Tools & Engineering Ltd 136 | 
ale, A. E. Ltd 151 | Millen, Edwin . . 153 | Sibthorp, James M. Ltd, 151 
G.A. Precision Products Ltd 147 Mills, George (Engineers) Ltd 143 | Slingsby, Walter & Co. Ltd 150 | 
General Electric Co. Ltd., The 166 | Miniscrews Ltd a 151 | Smart & Brown (Machine Tools) Ltd 132 | 
Gib Precision Ltd 158 | Mitcham Jig & Press Tool Co, Ltd 148 | Smith & Netherwood Ltd 140 | 
Granby, Paul & Co. Ltd 42 & 43 Monks & Crane Ltd 5 | Soag Machine Tools Ltd | 
Gray, R. O 164 orris, oO. Lt 4] 23°38. 153. 168. 173 & 177 
Grimston Electric Tools Ltd 126 | Mortimer Engineering Co 36, 98 & 126 | Solex Gauges Ltd . 70 
RLM. Services Ltd. 143 | Moser Cams & Tools Ltd " 130 | Southern Engineering & Machinery Co 152 
Gunn, D. A. (Eng’g.) Ltd 145 | Motor Gear & Engineering Co. Ltd., The 102 | Southern Forze Ltd 73 
Guylee, Frank & Son Ltd, 64 | Mulberry Co., The 151 | Spa Plastics 2 
Munnglen Engineering Ltd 153 | Sparklets Ltd. 138 
' | Standwell Equipment (Co. Ltd., The 120 
sci ag Co. Lita 43 ish Br Co. Ltd | Stanton Machine Tools Ltd 136 | 
ro Sa “wo tc Co. Ltd wal. 30 ell, J TOs. & on ‘Sheff ia Ltd 140 | Stein Atkinson Vickers Hydraulics Ltd 9 , 
Harrison, 'T. 8. & Sons Ltd 13 | Nettlefold & Moser Ltd. 54 | Stephens, R. & Son Ltd 140 
a - hye ee ee ae ma & Moser . : 163 | Straight & Vines Ltd. 164 | 
a oe ' i 28 | Newall Group Sales Ltd... 89 & 158 | stuart-Turner, 8. M. & Co. (Surrey) Ltd 146 
Heliot Machine Tool Co. 157 & 158 | Newall Used Machine Division 166 | Sturtevant Engineering Co. Ltd - 
arbe: " r ” yo ‘ ’ . - oO sm | * CVE 4 4 oe 
— +5 red eng Lta 19 ee —— % wT I td. 78, 152 & 34 | Surplice & Tozer Engineering Co. Ltd 144 
SERRE Cs SaaWwene <2. ewman, A. W. & Sons Ltd. . . . 128 | Surplus Machinery & Stores Clearing House i 
Hey Engineering Co Ltd 108 | Nitram Metal Treatment & Eng’g. ('o. Ltd. 142 | Ltd 170 & 175 
High Precision Equipment Ltd 20 | Norris Eng’g. Co. Ltd 118 | svkes, W. E. Ltd “51 & 178 
High Speed Service Tool Co. Ltd 144 & 148 | Norton, T. & Co. Ltd 58 | = _ hs te , 
Hill Eng’g. (Catford) Ltd. 143 | Norton, W. E. (Machine Tools) Ltd 169 
Holland & Caesar Ltd 146 A.L. Develo » 
: | pments Ltd. 124 
Holroyd, John & Co. Ltd 29 se | hate Machine Tool Co. Ltd 172 
Horne, W. D. & Co. Ltd 147 (pprerman Gears Ltd. 8 | Taylor Rustless Fittings Co. Ltd 141 
Hurlock, Wim. Jnr. Ltd. 156 | M’pperman, 8. E. Ltd 117 | Technitools Ltd 146 
— . Try rey Ns AME 4 | Teddington Industrial Equip. Ltd 124 
e t « a ae it Oo Yerr > > , 
de, C.F. Engineering Co. Ltd 130 : , | Terry, Herbert & Sons Ltd 113 
deal Hardening Co. Ltd. 142 | on rence ——. Sheffield) Ltd rt 
Igranic Electric Co, Ltd 61 anton & Webt 150 | & ghinan’s Limitec 4 
lillich, F. M. (Gears) Ltd 140 | Paes (Machine Tools) ‘aid Tolmit Gauges Ltd 87 
oriz . " strie: or : r lornos Sales Co 67 
imperial Chemical Industries Ltd a 154. 155, 156. 160, 162 & 173 | ° -. 6 
Instrument Machining Sei vice 146 | p . W wt pia spines: 2 & 165 | ‘Torrington Co. Ltd., The 75 
ee Lt 159 | ‘rower Eng’g. Co. (Northwood) Ltd 142 
! eee Pas opr — ‘Town, Fredk. & Sons Ltd 72 
’ earson anke sth 
thenmorgy 3 gt " Ltd Pels, Henry & Co, Ltd. 88 | 
ohansson, yy td. — . ° ; > 
Jones, A. A. & Shipman Ltd Pidgen Bros. Ltd. 01 & 170 | niversal Ball Bearing Co 15 
j EK. H. (Machine Tools) Ltd Pinder, W., & Sons Ltd 104 | niversal Tools Ltd 147 
Jones, B. Hi. (Machine foots) Ltd. Pioneer Oilsealing & Moulding Co. Ltd 111 | Urquhart, Wn 46, 47, 152, 161 & 1¢ 
Joyce, C. H. Ltd. Pollard, Fredk. & Co. Ltd Bypass Pah ae eee ee 
Potts, N. E. (Birmingham) Ltd. 166 & 168 
Ex, Sons & Co, Ltd xO) P.P D. e ~ 142 | ickers-Armstrongs Ltd 106 
E.N.T. Machinery & Engineering Co mtn I rag ye! Romford) Ltd can | Vinell, D. & Son Ltd 120 
153 & 16 economy Co. Lt 8 
Kerry's (Engineering) Ltd 21 Presswork Products Ltd 138 
Kings Langley Engineering Co. Ltd 126 | Pringle. Robert & Sons 143 | wadkin Ltd 68 
Kirk, Harry Eng’g. Ltd. $66 | Zeeman Sa 63 | Y¥ aketield-Dick Industrial Oils Ltd 93 
Kitchen & Wade Ltd. 35 | Pryor, Edward & Son Ltd 116 | Wakelin, 8. E. & Co. Ltd 14% 
Ward, H. W. & Co. Ltd 17 
alcut Tools gq | Ward, M. (Machine Tools) Ltd. 152 
anden (Engineers) Ltd o- ut Tools Ltd sd Ward, Thos. W. Ltd 154 
lang, John 4 Sons Ltd. | Wek ling & Eng's. Specialities 141 
Lattimer, E. Ltd ‘ Welling & Welling Ltd. 162 & 165 . 
Lawrence, A. ‘ Co. (Machine Tools) Ltd aistrick, J. E. Ltd 152 & 176 | Western Machine Tools (Swansea) Ltd 164 
Layton, M. ¢ . Ltd ‘ayner, Peter Ltd. 124 | Wharton & Wilcocks Ltd. 132 
Tench’s (Birmingham) Ltd Redcar Engineering Co. Ltd 145 | Wickman Ltd 90 
Levy, B. & Co. Patterns) Ltd tedifon Ltd. 8&1 | Widdowson, Herbert & Sons Ltd 157 & 171 
Lewis & Tylor Ltd. Research Engineers Ltd. 146 | Windley Bros. Ltd 2 91 
Lindley, C. & Co. Ltd | Rockwell Machine Tool Co. Ltd 33, 34 & 136 
Litton’s Machine Tool Co. Ltd. 153 & Rocol Ltd. 127 
Lloyd, Richard Ltd. Rodgers Bros. Ltd 140 | Zovbsr Engineers J] td 145 
Lund, John Ltd. Rose, Downs & Thompson Ltd 147 | 














FOR PRESS TOOLS, JVGS EFIXTORES 


MOULDS & DIES, SPECIAL MACHINES, MULTI-DRILL HEADS, GAUGES, ETC 
CONSULT THE TOOLING SPECIMMISTS = 


PETER BRASSHOUSE LTD 
SPRING HILL - BIRMINGHAM - 18 - PHONE : EDG 2114-5 
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ORDERING PROGRESSING DESPATCH 


Over 23,000 sizes available —and this figure does 
not include all the Continental and American standards 
in regular production. The B.A.C. range is unmatched 
for scope or availability, pointing to one clear con- 
clusion—the best bush maker gives the best bush service. 


BRITISH AERO COMPONENTS LTD. 


The Bush with 9 Lives MONTAGUE ROAD, WARWICK TELEPHONE WARWICK 320 


Cogent 
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B.S.A. TOOLS LTD * BIRMINGHAM 33 + ENGLAND 


1. 


SINGLE - SPINDLE AUTOMATIC SCREW 
MACHINES in a range of sizes from }” to 2” 
diameter capacity, including SIMPLIFIED and 
TURRET THREADING versions. 


B.S.A. ACME-GRIDLEY BAR AUTOMATICS, 
4, 6 and 8 spindle machines in various sizes up to 34” 
diameter capacity, and CHUCKING MACHINE, 
Six-spindle, 6" diameter capacity. 


SINGLE - SPINDLE CHUCKING AUTO- 
MATICS, 73" and 124” swing. 


of high- production 
machine tools 


MULTI-TOOL PRODUCTION LATHES, 
6” x 20” and 28", and 6" HYDRAULIC COPY 
TURNING LATHE. 


. CENTRELESS GRINDING MACHINES, No. 4, 


te” to3” diameter, and No. 8, ,”to64” diameter capacity. 


FORM GENERATOR, 4," to 3” diameter capacity, 
and THREAD GENERATING MACHINE, 2 B.A. 
to ” BSF. 


. AUTOMATIC TAPPING MACHINES, ~” to 


1}" diameter capacity (in steel). 
Tool Holders, Tools, Attachments and Special Equipment 


Sole Agents Gt. Britain: BURTON GRIFFITHS & CO. LTD. 


KITTS GREEN - BIRMINGHAM 33 


“ # 


Telephone: STECHFORD 307! 

















